EP 2 172 289 B1

(19)

(12)

(45)

(21)

(22)

Europdisches
Patentamt

European

Patent Office

Office européen
des brevets

(11) EP 2172 289 B1

EUROPEAN PATENT SPECIFICATION

Date of publication and mention
of the grant of the patent:
12.08.2015 Bulletin 2015/33
Application number: 09013900.7

Date of filing: 24.11.2004

(51)

Int Cl.:
B22D 11/16 (2006.01)

(54)

Method and apparatus for detecting crater end of continuously cast product, and method for

producing continuously cast product

Verfahren und Vorrichtung zur Detektion des Kraterendes von stranggegossenen Produkten und
Verfahren zur Herstellung von stranggegossenen Produkten

Procédé et appareil pour détecter I'extrémité du cratére d’'un produit moulé en continu, et procédé de

production d’un produit de moulage continu

(84)

(30)

(43)

(62)

(73)

Designated Contracting States:
DE FR GB

Priority: 27.11.2003 JP 2003396827

Date of publication of application:
07.04.2010 Bulletin 2010/14

Document number(s) of the earlier application(s) in
accordance with Art. 76 EPC:
04799884.4 /1 707 290

Proprietor: JFE Steel Corporation
Tokyo, 100-0011 (JP)

(72)

(74)

(56)

Inventors:

lizuka, Yukinori
Tokyo 100-0011 (JP)
Kubota, Jun

Tokyo 100-0011 (JP)
Tsutsumi, Koichi
Tokyo 100-0011 (JP)

Representative: Hoffmann Eitle
Patent- und Rechtsanwailte PartmbB
ArabellastraBe 30

81925 Miinchen (DE)

References cited:
JP-A-1127 161
US-A1- 2003 141 036

JP-A- 62 148 850

Note: Within nine months of the publication of the mention of the grant of the European patent in the European Patent
Bulletin, any person may give notice to the European Patent Office of opposition to that patent, in accordance with the
Implementing Regulations. Notice of opposition shall not be deemed to have been filed until the opposition fee has been
paid. (Art. 99(1) European Patent Convention).

Printed by Jouve, 75001 PARIS (FR)



10

15

20

25

30

35

40

45

50

55

EP 2172 289 B1
Description
Technical Field

[0001] The present invention relates to a method and apparatus for detecting a crater end of a continuously cast
product online, which is under a casting process in a continuous casting machine, and also relates to a method for
producing a continuously cast product.

Background Art

[0002] In continuous casting of steel, it is very important to determine at which position in a continuously cast product
is completed solidification of the continuously cast product (hereinafter referred to as a "crater end"). The reason is that
detection of the crater end contributes to greatly improving productivity and quality of the cast product.

[0003] Forexample, when the casting speed is increased to improve productivity, the crater end is moved downstream
in the casting direction of the cast product. If the crater end exceeds the range of rolls supporting the cast product, the
cast product is bulged by the action of static iron pressure (hereinafter referred to as "bulging") and internal quality is
deteriorated. In the event of giant bulging, shutdown of the casting process may be caused. Accordingly, if the crater
end is not definitely confirmed, the casting speed cannot be increased beyond a conservatively set level.

[0004] Also, in soft reduction operation aiming to reduce central segregation in a cast product and to achieve higher
quality, the casting speed and the intensity of secondary cooling water have to be controlled so that the crater end is
positioned within a soft reduction zone. Further, in the case of a slab having a compressed shape, it is known that the
crater end is not uniform in the transverse direction of the slab and the shape of the crater end is varied with time. Such
a variation in the shape of the crater end is also a major factor deciding the quality and productivity of the slab.

[0005] Because of the necessity of determining solidification of a cast product (hereinafter referred to also as a "slab")
in order to meet the above-mentioned requirements, various methods for determining solidification of the slab have been
proposed so far.

[0006] A currently generally practiced method comprises the steps of performing calculation based on the heat condition
equation in solidifying a slab and estimating, as the crater end, a position where the temperature in a central portion of
the slab represents the solidus (see, e.g., Patent Document 1).

[0007] A method for directly measuring the crater end online is also tried. For example, Patent Document 2 discloses
a method comprising the steps of propagating an ultrasonic longitudinal wave through a slab by using a transmitter and
a receiver for electromagnetic ultrasonic, and determining respective thicknesses of a solid phase and a liquid phase
from the following formula (1) based on the propagation time of an ultrasonic longitudinal wave signal passing through
a slab 5, the thickness of the slab, and the previously-measured ultrasonic velocities of the longitudinal wave in the solid
phase and the liquid phase. In the formula (1), d is the thickness of the solid phase, t is the propagation time, D is the
thickness of the slab, V| is the average ultrasonic velocity of the longitudinal wave in the liquid phase, and Vq is the
average ultrasonic velocity of the longitudinal wave in the solid phase.

2
A
d= ! A Q)
2x —1-——-—1—-
Vi Y

[0008] Patent Document 3 discloses a method for estimating the crater end based on the correlation among the
thickness of the solid phase (= thickness of a solidified shell) determined as described above, the distance in the
lengthwise direction of the casting process, and the amount of change in the thickness of the solid phase. Further, Patent
Document 4 discloses a method comprising the steps of, in consideration of temperature dependency of the ultrasonic
velocity of the longitudinal wave in the solid phase, calculating an average value of the ultrasonic velocity from a tem-
perature distribution of the solid phase, and determining the thickness of the solid phase with high accuracy by using
that average value.

[0009] In addition, there is proposed a method comprising the steps of propagating an ultrasonic shear wave through
a slab by using a transmitter and a receiver for electromagnetic ultrasonic, and determining whether the crater end has
reached the position where the transmitter and the receiver for electromagnetic ultrasonic are installed, by utilizing such
a property that the shear wave does not propagate through the liquid phase (see, e.g., Patent Documents 5 and 6).
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Patent Document 1: Japanese Unexamined Patent Application Publication No. 5-123842
Patent Document 2: Japanese Unexamined Patent Application Publication No. 55-158506
Patent Document 3: Japanese Unexamined Patent Application Publication No. 57-32863
Patent Document 4: Japanese Unexamined Patent Application Publication No. 2-55909
Patent Document 5: Japanese Unexamined Patent Application Publication No. 63-313643
Patent Document 6: Japanese Unexamined Patent Application Publication No. 2002-14083

[0010] US 2003/0141036 A1 relates to a manufacturing method for a continuously cast product of steel comprising
the steps of: detecting a position of crater end of product by a method for measuring a solidification state of a continuously
cast product using a sensor arranged so as to be in non-contact with the product; and controlling at least one condition
selected from the conditions of the casting speed and the quantity of secondary cooling water based on the detected
position of the crater end, the method for measuring a solidification state of continuously cast product comprising the
steps of: cooling the product until a surface layer portion thereof is a-transformed; transmitting transverse waves of
electromagnetic ultrasonic waves to the cooled product; receiving the signal after the transmitting signal propagates in
the product; and judging the solidification state of the product based on the received signal.

[0011] JP 62-148850 relates to a method of detecting the solidification state of a billet by finding the ratio of the
amplitude of the transmitted wave of an ultrasonic transverse wave and the amplitude of the transmitted wave of an
ultrasonic longitudinal wave and deciding whether or not molten metal remains in the billet based on the amplitude ratio.
[0012] JP 01-127161 relates to a method for measuring the profile of a crater end solidification in continuous casting
wherein the measured positions and ultrasonic propagation times by each of one pair of the ultrasonic transverse wave
receivers arranged near the solidified portions of the cast slab and at a downstream side thereof are used.

Disclosure of the Invention

[0013] However, those known methods have problems as follows.

[0014] As to the method employing the calculation based on the heat condition equation, values of physical properties
used in the calculation differ depending on chemical components, but all those values of physical properties are not
known in all temperature ranges. This means the necessity of adaptation of the values of physical properties. Therefore,
the values of physical properties have to be adapted when used in the calculation based on the heat condition equation
by, e.g., a rivet method. More specifically, a metal-made rivet is driven into a slab under the casting, and a driven portion
of the rivetis cut and polished after cooling to measure how far the rivet has been melted, thereby confirming the thickness
of the solid phase. Then, the adaptation of the heat condition equation is made in comparison with the measurement
result. Those operations are very troublesome and require a high cost. Further, it is practically impossible to perform
the rivet method for all varieties of chemical components. For that reason, the method employing the heat condition
equation has the problem that an application range is limited and high accuracy cannot be obtained.

[0015] With the method using the ultrasonic longitudinal wave, the thickness of the solid phase is calculated from the
ultrasonic velocities of the longitudinal wave in the solid phase and the liquid phase, but those ultrasonic velocities differ
depending on chemical components. Because those ultrasonic velocities are also not known for all varieties of chemical
components, the slab rivet method, for example, is required to calibrate the measured value obtained from the propagation
time. Accordingly, it is practically impossible to perform the calibration for all varieties of chemical components as with
the above method employing the heat condition equation. Further, the thickness of the slab requires to be known when
the thickness of the solid phase is calculated. However, because the slab containing a liquid core undergoes bulging, it
is also difficult to stably measure the thickness of the slab under casting, thus deteriorating the measurement accuracy.
[0016] With the method using the ultrasonic shear wave, it is usually just determined whether the crater end has
reached the position where the transmitter and the receiver for electromagnetic ultrasonic are installed, by utilizing such
a property that the ultrasonic shear wave does not propagate through the liquid phase. Therefore, the crater end cannot
be detected by installing only one pair of the transmitter and the receiver, and many pairs of the transmitter and the
receiver must be installed in the casting direction to detect the crater end. Also, Patent Documents 5 and 6 state that
the crater end upstream of the installed position of the transmitter and the receiver can be estimated from the propagation
time of an ultrasonic shear wave signal which is passed through the slab. However, when the crater end is positioned
downstream of the installed position of the transmitter and the receiver, an ultrasonic passage signal cannot be obtained
by the method using the ultrasonic shear wave, and hence the crater end cannot be detected.

[0017] The presentinvention has been made with the view of solving the problems mentioned above, and its object
is to provide a method and apparatus for detecting a crater end of a continuously cast product, which can accurately
detect the crater end only from a value measured by a sensor without needing calibration based on the slab rivet method,
and further to provide a method for producing a continuously cast product, which can improve productivity or quality by
utilizing information of the crater end obtained from the method and apparatus for detecting the crater end.

[0018] Theinventors have conducted intensive studies and researches aiming to achieve the above object. The results
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of the studies and researches are as follows.

[0019] As aresult of repeatedly simulating the propagation time with respect to the method for estimating the thickness
of a solid phase from the propagation time of the ultrasonic longitudinal wave signal in the continuously cast product
(slab), the inventors have found that dependency of the ultrasonic velocity of the longitudinal wave upon chemical
components and an influence of the slab thickness are large, and accurate measurement cannot be performed based
on the above-mentioned formula (1) without calibration. On the other hand, the inventors also have found that, when
the crater end is positioned downstream of an ultrasonic longitudinal wave sensor in the casting direction and a liquid
phase is contained in a propagation path of the ultrasonic wave, the propagation time measured by the ultrasonic
longitudinal wave sensor is changed depending on the thickness of the solid phase with good sensitivity because the
ultrasonic velocity in the liquid phase is slower than that in the solid phase, whereby very high accuracy is obtained in
the measured value of the thickness of the solid phase and in relative measurement of the crater end derived from the
thickness of the solid phase.

[0020] Similarly, as a result of studying the method of determining the crater end based on the heat condition equation,
the inventors have found that, in trying to determine the crater end with high accuracy under various casting conditions
and varieties of chemical components, the crater end cannot be accurately determined without calibrating the values of
physical properties used in the calculation.

[0021] As a method for calibrating online the values of physical properties used in estimating the thickness of the solid
phase from the propagation time of the ultrasonic longitudinal wave signal and the values of physical properties used
in the calculation based on the heat condition equation, the inventors have reviewed a process of performing calibration
by utilizing the crater end determined based on such a property that the ultrasonic shear wave does not propagate
through the liquid phase. The review has been made with a test of using an ingot having a liquid core, radiating the
ultrasonic shear wave to pass through the ingot while cooling it, and measuring the temperature of a core portion of the
ingot at the same time. From the test result, it has been confirmed that the timing at which the ultrasonic shear wave
does no longer propagate through the ingot corresponds to the timing at which a solid phase rate of the ingot core
becomes 1, i.e., the timing at which solidification is completed (core temperature = solidus), without depending on the
chemical components. Thus, the inventors have gained the finding that, based on such a property, absolute value
measurement can be performed on the crater end which is matched with the installed position of an ultrasonic shear
wave sensor at the timing at which a passage signal from the ultrasonic shear wave sensor disappears from a detected
state, or the timing at which the passage signal from the ultrasonic shear wave sensor appears from an undetected
state, regardless of the chemical components and the casting conditions.

[0022] According to that finding, the method for estimating the crater end by using the ultrasonic longitudinal wave
and the method for estimating the crater end based on the heat condition equation, which are superior in accuracy of
relative measurement, can be used as a detection means, which is also superior in absolute measurement, by calibrating
a calculation formula for computing the crater end, such as the above-mentioned formula (1), or calibrating the values
of physical properties used in the calculations based on the heat condition equation on condition that the crater end is
matched with the installed position of the ultrasonic shear wave sensor. As another finding confirmed, such a detection
method can overcome the problem that, in the case of using only the ultrasonic shear wave, the crater end cannot be
measured under the casting conditions where the crater end is positioned downstream of the ultrasonic shear wave
sensor in the casting direction.

[0023] In practice, the calculation formula for determining the crater end from the propagation time can be calibrated
by deciding the values of physical properties so that the crater end computed from the propagation time measured by
the ultrasonic longitudinal wave sensor is matched with the installed position of the ultrasonic shear wave sensor.
Similarly, the heat condition equation can be calibrated by performing the calculation based on the heat condition equation
under the casting conditions that the crater end is matched with the installed position of an ultrasonic shear wave sensor,
and deciding the values of physical properties so that the crater end determined by the calculation based on the heat
condition equation is matched with the installed position of the ultrasonic shear wave sensor. Thereafter, by employing
the calibrated calculation formula for determining the crater end from the propagation time or the calibrated heat condition
equation, it is possible to determine the crater end with high accuracy when the casting conditions are changed, for
example, when the casting speed is further increased.

[0024] In this connection, the inventors have gained the finding as follows. When the crater end is estimated from the
propagation time measured by the ultrasonic longitudinal wave sensor, the accuracy in measurement of the crater end
can be greatly improved by installing a second ultrasonic shear wave sensor downstream of the ultrasonic shear wave
sensor, which provides afirst calibration point, in the casting direction, and calibrating the calculation formula for computing
the crater end, such as the above-mentioned formula (1), under the casting conditions where the installed position of
the second ultrasonic shear wave sensor is matched with the crater end.

[0025] Still another finding is as follows. When the crater end is positioned downstream of the ultrasonic longitudinal
wave sensor in the casting direction and the liquid phase is contained in the propagation path of the ultrasonic longitudinal
wave, the propagation time is changed with high sensitivity depending on the thickness of the solid phase because the
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ultrasonic velocity in the liquid phase is much slower than that in the solid phase. On other hand, when the crater end
is positioned upstream of the ultrasonic longitudinal wave sensor in the casting direction and the liquid phase is not
contained in the propagation path of the ultrasonic longitudinal wave, the propagation time is not so sensitivity changed
even when the casting conditions are changed. In order to improve the accuracy in measurement of the crater end,
therefore, different calculation formulae are preferably used as the calculation formula for computing the crater end
between when the crater end is upstream of the installed position of the ultrasonic longitudinal wave sensor and when
the crater end is downstream of the same.

[0026] Further, from the viewpoint of installing both the ultrasonic shear wave sensor and the ultrasonic longitudinal
wave sensor in a narrow gap between two adjacent rolls supporting the slab, the ultrasonic shear wave sensor and the
ultrasonic longitudinal wave sensor are preferably constituted as an integral unit. As a result of studying how to realize
the integral unit of the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor, it has been confirmed
that the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor can be constituted as the integral unit
by forming an integral sensor having three or more magnetic poles in the transverse direction of the slab and made up
of a longitudinal wave coil arranged so as to wind the surrounding of an inner magnetic pole aside from its surface and
a shear wave coil arranged so as to overlie the magnetic pole surface.

[0027] On the other hand, in relation to the case of determining the crater end based on the heat condition equation,
the inventors have gained the finding given below. The crater end can be detected from the measured value of the
propagation time through the steps of installing a propagation time measuring sensor, which is the same as the above-
mentioned ultrasonic shear wave sensor or a separate sensor for measuring the propagation time of the ultrasonic
longitudinal or shear wave signal, to thereby obtain the measured values of the propagation time under various casting
conditions, determining the crater ends based on the calibrated heat condition equation at the same time, preparing a
relation formula or a table representing the relationship between the determined crater ends and the measured values
of the propagation time, and determining the crater end from the measured value of the propagation time by utilizing the
prepared relation formula or table with no need of performing the calculation based on the heat condition equation for
each measurement.

[0028] The presentinvention has been made based on the above-described results of the studies. According to a first
aspect, the present invention provides a method for detecting a crater end of a continuously cast product, the method
comprising the steps of installing an ultrasonic shear wave sensor for transmitting an ultrasonic shear wave to the
continuously cast product and receiving the transmitted ultrasonic shear wave and an ultrasonic longitudinal wave sensor
for transmitting an ultrasonic longitudinal wave to the continuously cast product and receiving the transmitted ultrasonic
longitudinal wave at the same position in a continuous casting machine or at two positions apart from each other in a
casting direction but at the same position in a transverse direction of the cast product, detecting based on variations of
an ultrasonic signal received by the ultrasonic shear wave sensor that the crater end of the cast product is matched with
the installed position of the ultrasonic shear wave sensor, calibrating a calculation formula for determining the crater
end from a propagation time of an ultrasonic longitudinal wave signal such that the crater end computed from the
propagation time of the ultrasonic longitudinal wave signal at that time is matched with the installed position of the
ultrasonic shear wave sensor, and after the calibration, determining the crater end from the propagation time of the
ultrasonic longitudinal wave signal based on the calibrated calculation formula.

[0029] According to a second aspect of the present invention, in the method for detecting a crater end of a continuously
cast product according to the first aspect, the method further comprising the steps of installing a second ultrasonic shear
wave sensor downstream of the ultrasonic shear wave sensorinthe casting direction at the same position inthe transverse
direction of the cast product, detecting based on variations of an ultrasonic signal received by the second ultrasonic
shear wave sensor that the crater end of the cast product is matched with the installed position of the second ultrasonic
shear wave sensor, and further calibrating the calculation formula for determining the crater end from the propagation
time of the ultrasonic longitudinal wave signal such that the crater end computed from the propagation time of the
ultrasonic longitudinal wave signal at that time is matched with the installed position of the second ultrasonic shear wave
sensor.

[0030] According to a third aspect of the present invention, in the method for detecting a crater end of a continuously
cast product according to the first or second aspect, the calculation formula for determining the crater end from the
propagation time of the ultrasonic longitudinal wave signal differs between when the crater end is positioned upstream
of the installed position of the ultrasonic longitudinal wave sensor in the casting direction and when the crater end is
positioned downstream thereof.

[0031] Accordingto afourth aspect, the presentinvention provides a method for detecting a crater end of a continuously
cast product, the method comprising the steps of installing an ultrasonic shear wave sensor for transmitting an ultrasonic
shear wave to the continuously cast product and receiving the transmitted ultrasonic shear wave in a continuous casting
machine, detecting based on variations of an ultrasonic signal received by the ultrasonic shear wave sensor that the
crater end of the cast product is matched with the installed position of the ultrasonic shear wave sensor, calibrating a
physical property value used in calculation based on a heat condition equation such that the crater end computed based
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on the heat condition equation using casting conditions at that time is matched with the installed position of the ultrasonic
shear wave sensor, and after the calibration, determining the crater end by the calculation based on the heat condition
equation under respective casting conditions by using the calibrated physical property value.

[0032] According to a fifth aspect, the present invention provides a method for detecting a crater end of a continuously
cast product, the method comprising the steps of installing an ultrasonic shear wave sensor for transmitting an ultrasonic
shear wave to the continuously cast product and receiving the transmitted ultrasonic shear wave in a continuous casting
machine, detecting based on variations of an ultrasonic signal received by the ultrasonic shear wave sensor that the
crater end of the cast product is matched with the installed position of the ultrasonic shear wave sensor, calibrating a
physical property value used in calculation based on a heat condition equation such that the crater end computed based
on the heat condition equation using casting conditions at that time is matched with the installed position of the ultrasonic
shear wave sensor, determining the crater ends by the calculation based on the heat condition equation by using the
calibrated physical property value and measuring the propagation times by the ultrasonic shear wave sensor under
various casting conditions, obtaining a relationship between the crater ends computed based on the heat condition
equation and the propagation times measured by the ultrasonic shear wave sensor, and determining the crater end from
the propagation time measured by the ultrasonic shear wave sensor based on the obtained relationship.

[0033] According to a sixth aspect, the presentinvention provides a method for detecting a crater end of a continuously
cast product, the method comprising the steps of installing, in a continuous casting machine, a first ultrasonic shear
wave sensor for transmitting an ultrasonic shear wave to the continuously cast product and receiving the transmitted
ultrasonic shear wave and at least one of an ultrasonic longitudinal wave sensor for transmitting an ultrasonic longitudinal
wave to the continuously cast product and receiving the transmitted ultrasonic longitudinal wave and a second ultrasonic
shear wave sensor for transmitting an ultrasonic shear wave and receiving the transmitted ultrasonic shear wave,
detecting based on variations of an ultrasonic signal received by the first ultrasonic shear wave sensor that the crater
end of the cast product is matched with the installed position of the first ultrasonic shear wave sensor, calibrating a
physical property value used in calculation based on a heat condition equation such that the crater end computed based
on the heat condition equation using casting conditions at that time is matched with the installed position of the first
ultrasonic shear wave sensor, determining the crater ends by the calculation based on the heat condition equation by
using the calibrated physical property value and measuring the propagation times by the ultrasonic longitudinal wave
sensor or the second ultrasonic shear wave sensor under various casting conditions, obtaining a relationship between
the crater ends computed based on the heat condition equation and the propagation times measured by the ultrasonic
longitudinal wave sensor or the second ultrasonic shear wave sensor, and determining the crater end from the propagation
time measured by the ultrasonic longitudinal wave sensor or the second ultrasonic shear wave sensor based on the
obtained relationship.

[0034] According to a seventh aspect, the present invention provides a method for detecting a crater end of a contin-
uously cast product, the method comprising the step of, from a propagation time of an ultrasonic longitudinal wave signal
measured by an ultrasonic longitudinal wave sensor installed in the continuous casting machine for which the calibration
has been made or in a different continuous casting machine, determining the crater end in the relevant continuous
casting machine by using the calculation formula calibrated by the method according to any one of the first to third
aspects of the present invention.

[0035] According to an eighth aspect, the present invention provides a method for detecting a crater end of a contin-
uously cast product, the method comprising the steps of executing the calculation based on the heat condition equation
by using the physical property value calibrated by the method according to the fourth aspect of the present invention
and the casting conditions of the continuous casting machine for which the calibration has been made or of a different
continuous casting machine, and determining the crater end in the relevant continuous casting machine.

[0036] According to a ninth aspect, the present invention provides a method for detecting a crater end of a continuously
cast product, the method comprising the step of, based on the relationship between the crater ends computed based
on the heat condition equation and the propagation times measured by the ultrasonic sensor, which is obtained by the
method according to the fifth or sixth aspect of the present invention, determining the crater end in a target continuous
casting machine from a propagation time of an ultrasonic signal measured by an ultrasonic shear wave sensor or an
ultrasonic longitudinal wave sensor installed in the continuous casting machine for which the relationship has been
obtained or in a different continuous casting machine.

[0037] Accordingto atenth aspect, the presentinvention provides a method for detecting a crater end of a continuously
cast product, the method comprising the steps of determining the crater end of the cast product by the method for
detecting a crater end of a continuously cast product according to any one of the first to sixth aspects of the present
invention, and adjusting a casting speed or intensity of secondary cooling for the cast product in accordance with the
determination result.

[0038] According to an eleventh aspect, the present invention provides an apparatus for detecting a crater end of a
continuously cast product, the apparatus comprising an ultrasonic shear wave sensor made up of an ultrasonic shear
wave transmitter for transmitting an ultrasonic shear wave to the continuously cast product and an ultrasonic shear wave
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receiver for receiving the transmitted ultrasonic shear wave, an ultrasonic longitudinal wave sensor made up of an
ultrasonic longitudinal wave transmitter for transmitting an ultrasonic longitudinal wave to the continuously cast product
and an ultrasonic longitudinal wave receiver for receiving the transmitted ultrasonic longitudinal wave, the ultrasonic
longitudinal wave sensor being installed at the same position in a continuous casting machine as the ultrasonic shear
wave sensor or a position apart from the ultrasonic shear wave sensor in a casting direction but at the same position in
a transverse direction of the cast product, and a crater end computing unit for determining the crater end of the cast
product by using a calculation formula in accordance with an ultrasonic signal received by the ultrasonic longitudinal
wave sensor, wherein at the time when it is confirmed based on variations of an ultrasonic signal received by the ultrasonic
shear wave sensor that the installed position of the ultrasonic shear wave sensor and the crater end of the cast product
are matched with each other, the calculation formula is calibrated such that the crater end computed based on the
calculation formula is matched with the installed position of the ultrasonic shear wave sensor.

[0039] Accordingto atwelfth aspectofthe presentinvention, in the apparatus for detecting a crater end of a continuously
cast product according to the eleventh aspect, the apparatus further comprising a second ultrasonic shear wave sensor
installed downstream of the ultrasonic shear wave sensor in the casting direction at the same position in the transverse
direction of the cast product, wherein at the time when it is confirmed based on variations of an ultrasonic signal received
by the second ultrasonic shear wave sensor that the installed position of the second ultrasonic shear wave sensor and
the crater end of the cast product are matched with each other, the calculation formula is further calibrated such that
the crater end computed based on the calculation formula is matched with the installed position of the second ultrasonic
shear wave sensor.

[0040] According to a thirteenth aspect of the present invention, in the apparatus for detecting a crater end of a
continuously cast product according to the eleventh or twelfth aspect, the ultrasonic shear wave transmitter and the
ultrasonic longitudinal wave transmitter are installed on one side of the cast product, the ultrasonic shear wave receiver
and the ultrasonic longitudinal wave receiver are installed on the other side of the cast product, and a set of the ultrasonic
shear wave transmitter and the ultrasonic longitudinal wave transmitter and a set of the ultrasonic shear wave receiver
and the ultrasonic longitudinal wave receiver are each constituted as an integral electromagnetic ultrasonic sensor having
three or more magnetic poles in the transverse direction of the cast product and made up of a longitudinal wave coil
arranged to wind the surrounding of an inner magnetic pole aside from a surface thereof and a shear wave coil arranged
to overlie the magnetic pole surface.

[0041] According to a fourteenth aspect, the present invention provides an apparatus for detecting a crater end of a
continuously cast product, the apparatus comprising an ultrasonic shear wave sensor made up of an ultrasonic shear
wave transmitter for transmitting an ultrasonic shear wave to the continuously cast product and an ultrasonic shear wave
receiver for receiving the transmitted ultrasonic shear wave, and a heat condition equation unit for executing calculation
based on a heat condition equation in accordance with casting conditions and values of physical properties, thereby
determining the crater end of the cast product, wherein atthe time when itis confirmed based on variations of an ultrasonic
signal received by the ultrasonic shear wave sensor that the installed position of the ultrasonic shear wave sensor and
the crater end of the cast product are matched with each other, at least one of the values of physical properties used in
the calculation based on the heat condition equation is calibrated such that the crater end computed by the heat condition
equation unit is matched with the installed position of the ultrasonic shear wave sensor.

[0042] According to a fifteenth aspect, the present invention provides an apparatus for detecting a crater end of a
continuously cast product, the apparatus comprising an ultrasonic shear wave sensor made up of an ultrasonic shear
wave transmitter for transmitting an ultrasonic shear wave to the continuously cast product and an ultrasonic shear wave
receiver for receiving the transmitted ultrasonic shear wave, a heat condition equation unit for executing calculation
based on a heat condition equation in accordance with casting conditions and values of physical properties, thereby
determining the crater end of the cast product, and a crater end estimating unit for estimating the crater end of the cast
product based on a relationship between an ultrasonic signal received by the ultrasonic shear wave sensor and the
crater end computed by the heat condition equation unit, wherein at the time when it is confirmed based on variations
of the ultrasonic signal received by the ultrasonic shear wave sensor that the installed position of the ultrasonic shear
wave sensor and the crater end of the cast product are matched with each other, at least one of the values of physical
properties used in the calculation based on the heat condition equation is calibrated such that the crater end computed
by the heat condition equation unit is matched with the installed position of the ultrasonic shear wave sensor, wherein
after the calibration of the physical property value, the crater end estimating unit obtains a relationship between the
ultrasonic signal received by the ultrasonic shear wave sensor and the crater end computed by the heat condition
equation unit, and wherein the crater end is determined from a propagation time measured by the ultrasonic shear wave
sensor based on the obtained relationship.

[0043] According to a sixteenth aspect, the present invention provides an apparatus for detecting a crater end of a
continuously cast product, the apparatus comprising an ultrasonic shear wave sensor made up of an ultrasonic shear
wave transmitter for transmitting an ultrasonic shear wave to the continuously cast product and an ultrasonic shear wave
receiver for receiving the transmitted ultrasonic shear wave, an ultrasonic longitudinal wave sensor made up of an
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ultrasonic longitudinal wave transmitter for transmitting an ultrasonic longitudinal wave to the continuously cast product
and an ultrasonic longitudinal wave receiver for receiving the transmitted ultrasonic longitudinal wave, a heat condition
equation unit for executing calculation based on a heat condition equation in accordance with casting conditions and
values of physical properties, thereby determining the crater end of the cast product, and a crater end estimating unit
for estimating the crater end of the cast product based on a relationship between an ultrasonic signal received by the
ultrasonic shear wave sensor and the crater end computed by the heat condition equation unit, wherein at the time when
it is confirmed based on variations of the ultrasonic signal received by the ultrasonic shear wave sensor that the installed
position of the ultrasonic shear wave sensor and the crater end of the cast product are matched with each other, at least
one of the values of physical properties used in the calculation based on the heat condition equation is calibrated such
that the crater end computed by the heat condition equation unit is matched with the installed position of the ultrasonic
shear wave sensor, wherein after the calibration of the physical property value, the crater end estimating unit obtains a
relationship between an ultrasonic signal received by the ultrasoniclongitudinal wave sensor and the crater end computed
by the heat condition equation unit, and wherein the crater end is determined from a propagation time measured by the
ultrasonic longitudinal wave sensor based on the obtained relationship.

[0044] The term "the same position in the transverse direction of the cast product" used in the present invention means
a range within which change of the crater end in the casting direction is substantially negligible. The crater end sometimes
differs in the transverse direction of the cast product in the slab continuous casting machine. In the case of directly
determining the crater end from the propagation time of the ultrasonic longitudinal wave signal without executing the
calculation based on the heat condition equation, therefore, the ultrasonic shear wave sensor and the ultrasonic longi-
tudinal wave sensor have to be disposed so as to detect the same crater end or to be positioned within such a range in
the transverse direction that, even if the crater end is changed in the casting direction, a relative change in positions of
the crater end, which are detected by the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor, can
be regarded substantially not present. More specifically, when the shape of the crater end in the transverse direction of
the cast product can be regarded flat, the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor may
be apart from each other by a distance of several 100’'s mm. Conversely, when the shape of the crater end in the
transverse direction of the cast product is changed to a large extent, the distance between those two sensors has to be
kept within several 10’s mm. The reason is as follows. The ultrasonic wave used in the intended purpose has a wavelength
of several 10’s mm, and the sensor size is also several 10’s mm. Taking into account the influence of diffraction as well,
therefore, positions within several 10’'s mm can be regarded as the same position. Also, the term "the same position in
a continuous casting machine" means the same position not only in the transverse direction of the cast product, but also
in the casting direction. The term "the same position in the casting direction" means that the sensors are installed in the
same gap between the cast-product support rolls.

Brief Description of the Drawings
[0045]

Fig. 1 shows a first embodiment of the present invention.

Fig. 2 shows the construction and operation of an electromagnetic ultrasonic sensor for generating and detecting
an ultrasonic longitudinal wave and an ultrasonic shear wave at the same position.

Fig. 3 shows the operation of a passed shear-wave intensity detecting unit.

Fig. 4 shows one example of the operation of a crater end arrival detecting unit.

Fig. 5 shows the operation of a longitudinal-wave propagation time detecting unit.

Fig. 6 shows the operation of a crater end computing unit in the first embodiment.

Fig. 7 shows the construction in which the electromagnetic ultrasonic sensor for generating and detecting the
ultrasonic longitudinal wave and the ultrasonic shear wave at the same position has four magnetic poles.

Fig. 8 shows a second embodiment of the present invention.

Fig. 9 shows a third embodiment of the present invention.

Fig. 10 shows the operation of a crater end computing unit in the third embodiment.

Fig. 11 shows a fourth embodiment of the present invention.

Fig. 12 shows another example of the operation of the crater end arrival detecting unit.

Fig. 13 shows the behavior of the crater end when a thermal conductivity used in calculation based on the heat
condition equation is changed.

Fig. 14 comparatively shows the crater end obtained by the calculation based on the heat condition equation and
the crater end confirmed by using the rivet method.

Fig. 15 shows a fifth embodiment of the present invention.

Fig. 16 shows an example of the processing function of a crater end estimating unit.

Fig. 17 shows a sixth embodiment of the present invention.
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[0046] Reference numerals used in Figs. 1 to 17 denote respective components as follows:

1 cast product (slab), 2 solid phase, 3 liquid phase, 4 crater end, 5 ultrasonic transmitting unit, 6 ultrasonic shear
wave transmitter, 7 ultrasonic longitudinal wave transmitter, 8 ultrasonic shear wave receiver, 9 ultrasonic longitudinal
wave receiver, 10 passed shear-wave intensity detecting unit, 11 crater end arrival detecting unit, 12 longitudinal-
wave propagation time detecting unit, 13 crater end computing unit, 14 physical property value storage unit, 15 heat
condition equation unit, 16 crater end estimating unit, 17 shear-wave propagation time detecting unit, 20 molten
steel surface, 31 magnet, 32 longitudinal wave coil, 33 shear wave coil, 34 magnetic line of force, 35 eddy current,
36 eddy current, 37 ultrasonic longitudinal wave, 38 ultrasonic shear wave, 101 mold, 102 slab support roll, 103
conveying roll, and 104 slab cutting machine.

Best Mode for Carrying Out the Invention

[0047] The presentinvention will be described in detail below with reference to the accompanying drawings. A method
and apparatus for directly detecting a crater end from the propagation time of an ultrasonic longitudinal wave signal
measured by an ultrasonic longitudinal wave sensor will be first described. Fig. 1 shows a first embodiment of the present
invention related to the method and apparatus for directly detecting the crater end from the propagation time of the
ultrasonic longitudinal wave signal measured by the ultrasonic longitudinal wave sensor. In other words, Fig. 1 is a
schematic view of a slab continuous casting machine provided with a crater end detector according to the present
invention, in which an ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor are installed at the same
position in the continuous casting machine.

[0048] InFig. 1, reference numeral 1 denotes a cast product (slab), 2 denotes a solid phase, 3 denotes a liquid phase,
and 4 denotes a crater end. Molten steel poured into a mold 101 of the continuous casting machine is cooled by the
mold 101 to form the solidified portion 2. The slab 1 having the inner liquid phase 3 in a not-solidified state and the
solidified portion 2 surrounding the inner liquid phase 3 is withdrawn downward of the mold 101 while being supported
by plural pairs of slab support rolls 102 which are disposed successively under the mold 101 in opposed relation.
Secondary cooling zones (not shown) made up of air mist spray nozzles, water spray nozzles, etc. and spraying cooling
water toward surfaces of the slab 1 are installed in gaps between the slab support rolls 102 adjacent to each other in
the casting direction. The slab 1 is cooled by the secondary cooling zones while being withdrawn downward in the casting
direction, and is then completely solidified up to its core. A position where the slab is completely solidified up to the core
is the crater end 4. The completely solidified slab 1 is cut into a predetermined length by a slab cutting machine 104
installed downstream of the slab support rolls 102 and is conveyed out of the casting site as a cut slab 1A by conveying
rolls 103.

[0049] The crater end detector according to the present invention is installed in the slab continuous casting machine
constructed as described above. The crater end detector according to the present invention comprises an ultrasonic
shear wave sensor made up of an ultrasonic shear wave transmitter 6 and an ultrasonic shear wave receiver 8 disposed
in opposed relation with the slab 1 between them, an ultrasonic longitudinal wave sensor made up of an ultrasonic
longitudinal wave transmitter 7 and an ultrasonic longitudinal wave receiver 9 disposed in opposed relation with the slab
1 between them, and an ultrasonic transmitting unit 5 which is an electric circuit for supplying an electric signal to each
of the ultrasonic shear wave transmitter 6 and the ultrasonic longitudinal wave transmitter 7, thereby causing ultrasonic
waves to be transmitted to the slab 1. The crater end detector further comprises a passed shear-wave intensity detecting
unit 10, a crater end arrival detecting unit 11, a longitudinal-wave propagation time detecting unit 12, and a crater end
computing unit 13 for processing signals received by the ultrasonic shear wave receiver 8 and the ultrasonic longitudinal
wave receiver 9. The ultrasonic waves transmitted from the ultrasonic shear wave transmitter 6 and the ultrasonic
longitudinal wave transmitter 7 pass through the slab 1 and are received by the ultrasonic shear wave receiver 8 and
the ultrasonic longitudinal wave receiver 9, respectively, for conversion to electric signals.

[0050] The passed shear-wave intensity detecting unit 10 detects the intensity of the ultrasonic shear wave signal
received by the ultrasonic shear wave receiver 8. The crater end arrival detecting unit 11 determines whether the crater
end 4 is positioned upstream or downstream of the installed position of the ultrasonic shear wave transmitter 6 and the
ultrasonic shear wave receiver 8 in the casting direction, based on variations of an ultrasonic shear wave passage signal
detected by the passed shear-wave intensity detecting unit 10. The longitudinal-wave propagation time detecting unit
12 detects the propagation time of the ultrasonic longitudinal wave signal, which is passed through the slab 1, from the
signal received by the ultrasonic longitudinal wave receiver 9. The crater end computing unit 13 determines the crater
end 4 with a computing process based on the propagation time of the ultrasonic longitudinal wave signal detected by
the longitudinal-wave propagation time detecting unit 12. The processing in the passed shear-wave intensity detecting
unit 10, the crater end arrival detecting unit 11, the longitudinal-wave propagation time detecting unit 12, and the crater
end computing unit 13 is executed by a computer. Though not shown, an ultrasonic signal amplifier, an A/D converter
for taking a signal waveform into the computer, etc. are required between each of the ultrasonic shear wave receiver 8
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and the ultrasonic longitudinal wave receiver 9 and the computer. Additionally, in the crater end detector shown in Fig.
1, the ultrasonic shear wave transmitter 6 and the ultrasonic longitudinal wave transmitter 7 are constituted as an integral
unit. Similarly, the ultrasonic shear wave receiver 8 and the ultrasonic longitudinal wave receiver 9 are also constituted
as an integral unit.

[0051] An example of the integral unit of the ultrasonic shear wave transmitter 6 and the ultrasonic longitudinal wave
transmitter 7 or the integral unit of the ultrasonic shear wave receiver 8 and the ultrasonic longitudinal wave receiver 9
will be described below with reference to Fig. 2. Fig. 2 is an illustration for explaining the construction and operation of
an electromagnetic ultrasonic sensor for generating and detecting the ultrasonic longitudinal wave and the ultrasonic
shear wave at the same position.

[0052] InFig. 2, reference numeral 31 denotes a magnet. The magnet 31 may be any of a permanent magnet and an
electromagnet, but it is preferably a permanent magnet for the reason that the electromagnetic ultrasonic sensor can
be constituted in smaller size. Reference numeral 32 denotes a longitudinal wave coil which is a pancake coil arranged
so as to wind the surrounding of a center magnetic pole aside from its surface. On the other hand, reference numeral
33 denotes a shear wave coil which is a pancake coil arranged so as to overlie the magnetic pole surface. Reference
numeral 34 denotes a magnetic line of force generated from the magnet 31. Reference numerals 35 and 36 denote eddy
currents generated in the slab 1 by the longitudinal wave coil 32 and the shear wave coil 33, respectively. The eddy
currents 35 and 36 are generated upon high frequency currents supplied to the longitudinal wave coil 32 and the shear
wave coil 33 from the ultrasonic transmitting unit 5.

[0053] The eddy currents 35 and 36 generated in the slab 1 cause the Lorentz’s forces between the currents and
static magnetic fields induced from the magnets 31 as indicated by the magnetic lines 34 of force, thereby producing
an ultrasonic longitudinal wave 37 and an ultrasonic shear wave 38. Those ultrasonic waves are received through the
action reversal to that in the transmission. Specifically, the slab 1 in the static magnetic field is vibrated by the ultrasonic
waves to generate eddy currents in the slab 1, and the generated eddy currents are detected by the longitudinal wave
coil 32 and the shear wave coil 33. Thus, the ultrasonic waves can be received using exactly the same construction as
that for transmitting the ultrasonic waves.

[0054] In order to generate and detect the ultrasonic longitudinal wave and the ultrasonic shear wave at the same
position in the gap between the slab support rolls adjacent to each other in the continuous casting machine, a small-
sized electromagnetic ultrasonic sensor is required which can be inserted in the roll-to-roll small gap (generally 40 to 75
mm). Although the electromagnetic ultrasonic sensor is itself well known, a small-sized electromagnetic ultrasonic sensor
adaptable for such a requirement, i.e., capable of generating and detecting the ultrasonic longitudinal wave and the
ultrasonic shear wave at the same position, has not been proposed in the past. According to the present invention, as
shown in Fig. 2, since the magnets 32 are arranged in the transverse direction of the slab 1, three or more magnetic
poles can be disposed side by side. It is therefore possible to insert the electromagnetic ultrasonic sensor in the narrow
gap between the slab support rolls 102 so that the ultrasonic longitudinal wave and the ultrasonic shear wave can be
generated and detected at the same position. Further, because the number of sensors to be installed is reduced, not
only the installation cost, but also the maintenance cost can be cut.

[0055] Practically, the electromagnetic ultrasonic sensor is preferably dimensioned such that the pole area is in the
range of about 10 mm X 10 mm to 30 mm X 30 mm, the pole-to-pole interval is in the range of about 5 mm to 30 mm,
and a horizontal magnetic field between the poles has a magnetic force of not smaller than 0.1 T. When a permanent
magnet is used as the magnet 31, a rare earth-made magnet is preferable and the magnet height is about 20 mm - 100
mm. The number of turns in each coil is preferably in the range of about 10 to 100. A portion of the coil projecting out
of the magnetic pole in the casting direction can be bent to narrow the sensor width in the casting direction. However,
if the coil is bent at a point just close the pole edge, this impedes effective utilization of the horizontal magnetic field in
the casting direction, and sensitivity is deteriorated. For that reason, the coil is preferably bent at a point projected about
5 mm from the pole edge. If the projection width is about 3 mm, the effect of avoiding the deterioration of sensitivity is
not sufficient. Conversely, if the projection width exceeds 10 mm, the sensor width in the casting direction is not satis-
factorily reduced. Thus, the projection width in the range of about 3 mm to 10 mm is preferable.

[0056] When the above-described electromagnetic ultrasonic sensor is practically used, specifications required for an
electric circuit to generate and detect the ultrasonic waves are as follows. The voltage of the transmitted signal is not
lower than about 1 kV (with a current of not lower than 20 A), and the gain of a receiving amplifier is not smaller than
60 dB to 80 dB. The frequency of the transmitted signal is in the range of about 50 kHz to 150 kHz for the ultrasonic
shear wave and in the range of about 100 kHz to 400 kHz for the ultrasonic longitudinal wave. The waveform of the
transmitted signal can be given as any desired type of modulated signal, such as a tone burst wave obtained by generating
a sine wave for a short time or a chirp wave having the amplitude and phase changed in a predetermined time span.
[0057] When the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor are installed at the same
position in the continuous casting machine, it is not always required to employ the integral electromagnetic ultrasonic
sensor for generating and detecting the ultrasonic longitudinal wave and the ultrasonic shear wave at the same position.
The ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor may be separately installed if the spacing
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between the installed positions of the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor is within
the range in which a resulting change of the crater end 4 in the casting direction can be regarded substantially not
present, more specifically, within several 10’s mm.

[0058] A manner for processing the received signal will be described below. First, the operation of the passed shear-
wave intensity detecting unit 10 will be described with reference to Fig. 3.

[0059] Fig. 3 shows the operation of the passed shear-wave intensity detecting unit 10, and it illustrates the waveform
of the received signal corresponding to one shot of the transmitted signal. In Fig. 3, a first wave is generated upon the
transmitted signal electrically leaking into the ultrasonic shear wave receiver 8, and a second wave represents the
ultrasonic shear wave passage signal. Because a position on the time base where the ultrasonic shear wave passage
signal appears is roughly known from the thickness of the slab 1, the approximate temperature of the slab 1, and the
ultrasonic velocity of the shear wave, a gate for taking out the signal only at that position is provided to determine a
maximum value of the signal within the gate. Such processing can be easily realized with a computing process by taking
the waveform of the received signal into the computer after A/D conversion. The maximum value of the signal can be
determined as an absolute value on the basis of 0 V or as a peak-to-peak value. In practice, since the transmitted signal
is repeated at a cycle of several 10’s Hz to several 100’s Hz, it is effective, from the viewpoint of reducing influences of
fluctuations due to noises, to determine the intensity of the passed ultrasonic shear wave after averaging each waveform,
or to average the intensity of the passed ultrasonic shear wave for each waveform.

[0060] The operation of the crater end arrival detecting unit 11 will be described below with reference to Fig. 4. Fig. 4
shows one example of the operation of the crater end arrival detecting unit 11, and it is a chart obtained by detecting
the intensity of the ultrasonic shear wave passage signal sent from the passed shear-wave intensity detecting unit 10
while changing the casting conditions over several tens minutes during the continuous casting operation.

[0061] As shown in Fig. 4, the intensity of the ultrasonic shear wave passage signal varies depending on changes of
the casting conditions in the continuous casting operation. In ranges A and B of Fig. 4, the intensity of the passage signal
is very small. This represents a state where the crater end 4 is positioned downstream of the installed position of the
ultrasonic shear wave transmitter 6 and the ultrasonic shear wave receiver 8 in the casting direction. At the time when
the intensity of the passage signal has crossed a predetermined determination threshold, the crater end arrival detecting
unit 11 determines that the crater end 4 has passed the installed position of the ultrasonic shear wave sensor. The
predetermined determination threshold may be a preset fixed value or a variable threshold set based on a value of a
noise level obtained from a signal level in a time region where the ultrasonic shear wave passage signal does not appear.
When the crater end arrival detecting unit 11 determines that the crater end 4 has passed the installed position of the
ultrasonic shear wave sensor, it sends a timing signal to the crater end computing unit 13.

[0062] The operation of the longitudinal-wave propagation time detecting unit 12 will be described below with reference
to Fig. 5. Fig. 5 shows the operation of the longitudinal-wave propagation time detecting unit 12, and it illustrates the
waveform of a received signal corresponding to one shot of transmitted signal. In Fig. 5, a first wave represents the
transmitted signal electrically leaked into the ultrasonic longitudinal wave receiver 9, and a second wave represents the
ultrasonic longitudinal wave passage signal. The longitudinal-wave propagation time detecting unit 12 detects a time
from the timing of transmitting the transmitted signal to the timing at which the ultrasonic longitudinal wave passage
signal appears. A method for detecting the ultrasonic longitudinal wave passage signal can be practiced by detecting
the timing at which the passage signal exceeds a threshold as shown in Fig. 5, or by detecting the timing at which the
passage signal is maximized within a gate. Such processing can be easily realized with a computing process by taking
the waveform of the received signal into the computer after A/D conversion as in the passed shear-wave intensity
detecting unit 10. In practice, since the transmitted signal is repeated at a cycle of several 10’s Hz to several 100’s Hz,
it is effective, from the viewpoint of reducing influences of fluctuations due to noises, to determine the propagation time
of the ultrasonic longitudinal wave signal after averaging each waveform, or to average the propagation time for each
waveform.

[0063] Finally, the operation of the crater end computing unit 13 will be described below with reference to Fig. 6. Fig.
6 shows the operation of the crater end computing unit 13 in the first embodiment, and it graphically illustrates an
approximation formula for computing the crater end 4 from the propagation time of the ultrasonic longitudinal wave
signal. The more downstream in the casting direction the crater end 4 is positioned with respect to the installed position
of the ultrasonic longitudinal wave transmitter 7 and the ultrasonic longitudinal wave receiver 9, the larger is the thickness
of the liquid phase 3 and the longer is the propagation time. Hence, the relationship between the propagation time and
the distance from a molten steel surface 20 within the mold 101 to the crater end 4 is substantially proportional and is
represented as shown in Fig. 6. In other words, the crater end 4 can be determined from the propagation time by using
an approximation polynomial, e.g., a linear equation expressed by the following formula (2).

[0064] In the formula (2), CE is the distance from the molten steel surface 20 within the mold to the crater end 4, At
is the propagation time of the ultrasonic longitudinal wave, and a; and a; are coefficients of respective terms of the
polynomial.
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CE = a;-At + gy A(2)

[0065] InFig. 6, a line indicated by A represents the approximation formula before calibration. When the timing signal
corresponding to the passage determination of the crater end 4 is sent from the crater end arrival detecting unit 11 to
the crater end computing unit 13, the crater end computing unit 13 computes the propagation time (At4) of the ultrasonic
longitudinal wave at that time and corrects the coefficient (ag) in the formula (2) by using a formula (3), given below, so
that the distance (CE) from the molten steel surface 20 within the mold to the crater end 4 is matched with the installed
position of the ultrasonic shear wave sensor.

[0066] In the formula (3), CE, is the distance from the molten steel surface 20 within the mold to the installed position
of the ultrasonic shear wave sensor, and At is the propagation time of the ultrasonic longitudinal wave at the time when
it is determined that the crater end 4 has passed the installed position of the ultrasonic shear wave sensor.

ap = CE; -~ a]_'Atl A(3)

[0067] As a result, the approximation formula for computing the crater end 4 is calibrated to be represented by, e.g.,
a line B after calibration shown in Fig. 6. After the calibration, the crater end 4 can be accurately detected online during
the casting based on the propagation time of the ultrasonic longitudinal wave signal by using the calibrated approximation
formula represented by B.

[0068] The calibration may be performed once whenever a slab having a new variety of chemical components is cast,
oreach time when the crater end 4 crosses the installed position of the ultrasonic shear wave sensor during the continuous
casting operation, or at a proper time optionally decided at the operator’s discretion.

[0069] As the electromagnetic ultrasonic sensor for generating and detecting the ultrasonic longitudinal wave and the
ultrasonic shear wave at the same position, the above-described electromagnetic ultrasonic sensor, shown in Fig. 2,
has three magnetic poles, but the number of magnetic poles can be made four or more. Fig. 7 shows the construction
of another example in which the electromagnetic ultrasonic sensor for generating and detecting the ultrasonic longitudinal
wave and the ultrasonic shear wave at the same position has four magnetic poles. The longitudinal wave coils 32 and
the shear wave coil 33, which are actually arranged in overlapped relation, are separately illustrated in Fig. 7 for the
sake of easier understanding of the coil arrangement with respect to the magnetic poles. The left side of Fig. 7 shows
the arrangement of the longitudinal wave coils 32, and the right side shows the arrangement of the shear wave coil 33.
As in the electromagnetic ultrasonic sensor shown in Fig. 2, each of the longitudinal wave coils 32 is arranged so as to
wind the surrounding of an inner magnetic pole aside from its surface, and the shear wave coil 33 is arranged so as to
overlie the magnetic pole surface. The number of magnetic poles is not limited to 4 and can be made more than 4. The
arrangement having a larger number of magnetic poles provides an advantage that, because the intensity of a horizontal
magnetic field for the longitudinal wave coil 32 is increased, sensitivity of the ultrasonic longitudinal wave is increased
correspondingly and the positions for generating and detecting the ultrasonic shear wave and the ultrasonic longitudinal
wave are substantially matched with each other.

[0070] When the crater end 4 is positioned upstream of the installed position of the ultrasonic longitudinal wave sensor,
the ultrasonic longitudinal wave passes the solid phase 2 through an entire path. Also, the ultrasonic shear wave passes
the solid phase 2 through an entire path because it is generated and detected at the same position as the ultrasonic
longitudinal wave. In this case, the propagation time depends on the ultrasonic velocity in the solid phase 2. Since the
ultrasonic velocity depends on the temperature of the solid phase 2, the propagation times of the ultrasonic longitudinal
wave and the ultrasonic shear wave are changed depending on the temperature of the slab 1. On the other hand, when
the distance from the crater end 4 to the installed position of the electromagnetic ultrasonic sensor varies, the temperature
of the slab is changed. More specifically, as the crater end 4 is positioned upstream farther away from the installed
position of the electromagnetic ultrasonic sensor, the temperature of the slab is lowered correspondingly. The lower the
temperature of the slab, the higher is the ultrasonic velocity and hence the shorter is the propagation time.

[0071] Accordingly, when the crater end 4 is positioned upstream of the installed position of the ultrasonic longitudinal
wave sensor, the relationship between the propagation time and the distance from the molten steel surface 20 to the
crater end 4 has a similar tendency to that shown in Fig. 6. Comparing with the case where the crater end 4 is positioned
downstream of the ultrasonic longitudinal wave sensor and the liquid phase 3 is contained in the propagation path,
however, there are no influences of the liquid phase 3 in which the ultrasonic velocity is lower than that in the solid phase
2. Thus, even if the crater end 4 varies in the casting direction, the influence of such a variation upon the propagation
time is small and so is a variation rate of the propagation time detected.

[0072] For that reason, the calculation formula used for computing the crater end 4 from the propagation time is
preferably made different between when the crater end 4 is positioned upstream of the ultrasonic longitudinal wave
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sensor and when the crater end 4 is positioned downstream thereof.

[0073] More specifically, when the crater end 4 is positioned upstream of the ultrasonic longitudinal wave sensor, the
crater end 4 can be determined by a method using an experiment formula (such as the formula shown in Fig. 6) which
directly combines the propagation time and the crater end with each other, or by a method of estimating the inner
temperature or the core temperature of the slab from the propagation time and then estimating the crater end from the
estimated temperature value. On the other hand, when the crater end 4 is positioned downstream of the ultrasonic
longitudinal wave sensor, the crater end 4 can be determined by a method using an experiment formula (such as the
formula shown in Fig. 6) which directly combines the propagation time and the crater end with each other, or by a method
of estimating the thickness of the solid phase 2 or the thickness of the liquid phase 3 from the propagation time and then
estimating the crater end from the estimated thickness value. In the case of using the experiment formula such as shown
in Fig. 6, the coefficients of the formula necessarily differ between when the crater end 4 is positioned upstream of the
ultrasonic longitudinal wave sensor and when the crater end 4 is positioned downstream thereof.

[0074] In order to employ the different coefficients, it is required to determine whether the crater end 4 is positioned
upstream or downstream of the installed position of the ultrasonic longitudinal wave sensor. To that end, the crater end
arrival detecting unit 11 executes the following determination. If the intensity of the passed ultrasonic shear wave is
larger than the threshold, the crater end arrival detecting unit 11 determines that the crater end 4 is positioned in the
upstream side. Conversely, if the intensity of the passed ultrasonic shear wave is not larger than the threshold, it
determines that the crater end 4 is positioned in the downstream side. Then, the crater end arrival detecting unit 11
sends a corresponding signal to the crater end computing unit 13. The crater end computing unit 13 selects, based on
the determination result, the calculation formula used for computing the crater end 4 and computes the crater end 4 by
using the selected calculation formula.

[0075] In the case of determining the crater end 4 from the propagation time of the ultrasonic shear wave signal when
the crater end 4 is positioned upstream of the installed position of the ultrasonic shear wave sensor, a shear-wave
propagation time detecting unit having the function similar to that of the longitudinal-wave propagation time detecting
unit 12 has to be disposed at the output side of the ultrasonic shear wave sensor.

[0076] A second embodiment of the method and apparatus for detecting the crater end from the propagation time of
the ultrasonic longitudinal wave signal measured by the ultrasonic longitudinal wave sensor will be described below.
Fig. 8 shows a second embodiment of the present invention, and it is a schematic view of a slab continuous casting
machine provided with a crater end detector according to the present invention, in which an ultrasonic shear wave sensor
and an ultrasonic longitudinal wave sensor are separately disposed in two points apart from each other in the casting
direction of the continuous casting machine but at the same position in the transverse direction of the slab.

[0077] In the second embodiment, as shown in Fig. 8, the ultrasonic shear wave sensor made up of the ultrasonic
shear wave transmitter 6 and the ultrasonic shear wave receiver 8 and the ultrasonic longitudinal wave sensor made
up of the ultrasonic longitudinal wave transmitter 7 and the ultrasonic longitudinal wave receiver 9 are separately disposed
in two points apart from each other in the casting direction. In this case, the ultrasonic shear wave sensor and the
ultrasonic longitudinal wave sensor are not required to be the above-described sensor for generating and detecting the
ultrasonic longitudinal wave and the ultrasonic shear wave at the same position, shown in Fig. 2, and can be each
constituted as an ordinary electromagnetic ultrasonic sensor. Of course, the electromagnetic ultrasonic sensor shown
in Fig. 2 can also be employed.

[0078] However, since the crater end 4 sometimes differs in the transverse direction of the slab 1 in the slab continuous
casting machine, the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor have to be disposed
within such a range in the transverse direction that a relative change in positions of the crater end 4 in the transverse
direction, which are detected by the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor, can be
regarded substantially not present. More specifically, when the secondary cooling is appropriate and the shape of the
crater end 4 in the transverse direction can be regarded flat, as described above, the ultrasonic shear wave sensor and
the ultrasonic longitudinal wave sensor may be apart from each other by a distance of several 100's mm. Conversely,
when the shape of the crater end 4 in the transverse direction is changed to a large extent, the distance between those
two sensors has to be kept within several 10’s mm. Accordingly, it is required to set the distance between those two
sensors within several 10’'s mm in order to be adapted for any of those cases.

[0079] Further, the narrower the spacing between the installed position of the ultrasonic shear wave sensor and the
installed position of the ultrasonic longitudinal wave sensor, the higher is the detection accuracy. Conversely, the wider
the spacing between those two sensors, the lower is the detection accuracy. For that reason, the spacing between the
sensors is preferably not larger than about 5 m. Also, since the propagation time of the ultrasonic longitudinal wave
signal detected by the ultrasonic longitudinal wave sensor is changed in a highly sensitive way when the liquid phase 3
is contained, as described above, higher accuracy is obtained in a state where the crater end 4 is positioned downstream
of the ultrasonic longitudinal wave sensor. Therefore, the ultrasonic longitudinal wave sensor is preferably disposed
upstream of the ultrasonic shear wave sensor in the casting direction.

[0080] The other construction is the same as that in the first embodiment shown in Fig. 1. The same components as
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those in Fig. 1 are denoted by the same reference numerals and a description of those components is omitted here.
[0081] The passed shear-wave intensity detecting unit 10, the crater end arrival detecting unit 11, the longitudinal-
wave propagation time detecting unit 12 and the crater end computing unit 13 operate in a similar manner to that in the
first embodiment. When the timing signal corresponding to the determination as to the passage of the crater end 4 is
sent from the crater end arrival detecting unit 11 to the crater end computing unit 13, the crater end computing unit 13
computes the propagation time (At;) of the ultrasonic longitudinal wave at that time and corrects the coefficient (ag)
based on the above-described formula (3) so that the distance (CE) from the molten steel surface 20 to the crater end
4 is matched with the installed position of the ultrasonic shear wave sensor. After calibrating the polynomial used for
computing the crater end 4, the crater end 4 can be accurately detected online during the casting based on the propagation
time of the ultrasonic longitudinal wave signal by using the calibrated approximation formula.

[0082] Thetimingofthe calibration and change of the calculation formula used for computing the crater end 4 depending
on whether the crater end 4 is positioned upstream of the ultrasonic longitudinal wave sensor are decided and performed
in the manner described above in connection with first embodiment.

[0083] While the installed position of the ultrasonic shear wave sensor is downstream of the installed position of the
ultrasonic longitudinal wave sensor in Fig. 8, the arrangement may be reversed such that the ultrasonic shear wave
sensor is positioned upstream of the ultrasonic longitudinal wave sensor. In that case, however, because the accuracy
in detecting the crater end 4 positioned upstream of the ultrasonic longitudinal wave sensor by using the ultrasonic
longitudinal wave sensor is not so high, it is desired to, after detection of arrival of the crater end 4 by the ultrasonic
shear wave sensor, calibrate the polynomial in consideration of the casting speed at the time when the crater end 4 is
estimated to reach the installed position of the ultrasonic longitudinal wave sensor. That calibration ensures high accuracy.
[0084] A third embodiment of the method and apparatus for detecting the crater end from the propagation time of the
ultrasonic longitudinal wave measured by the ultrasonic longitudinal wave sensor will be described below. Fig. 9 shows
a third embodiment of the present invention, and it is a schematic view of a slab continuous casting machine provided
with a crater end detector according to the present invention, in which a second ultrasonic shear wave sensor is installed
at a point apart from the electromagnetic ultrasonic sensor in the casting direction of the continuous casting machine
but at the same position in the transverse direction of the slab.

[0085] In the third embodiment, as shown in Fig. 9, a second ultrasonic shear wave sensor made up of an ultrasonic
shear wave transmitter 6A and an ultrasonic shear wave receiver 8A is installed downstream of the installed position of
the electromagnetic ultrasonic sensor in the first embodiment, which is made up of the ultrasonic shear wave transmitter
6, the ultrasonic shear wave receiver 8, the ultrasonic longitudinal wave transmitter 7, and the ultrasonic longitudinal
wave receiver 9 and is capable of generating and detecting the ultrasonic longitudinal wave and the ultrasonic shear
wave. In this case, the second ultrasonic shear wave sensor is not required to be the above-described sensor for
generating and detecting the ultrasonic longitudinal wave and the ultrasonic shear wave at the same position, shown in
Fig. 2, and can be constituted as an ordinary electromagnetic ultrasonic sensor. Of course, the electromagnetic ultrasonic
sensor shown in Fig. 2 can also be employed. Further, to avoid the influence of change of the crater end 4 in the
transverse direction of the slab, the second ultrasonic shear wave sensor is installed at the same positionin the transverse
direction of the slab as the ultrasonic shear wave sensor (hereinafter referred to as a "first shear wave sensor") made
up of the ultrasonic shear wave transmitter 6 and the ultrasonic shear wave receiver 8. A signal received by the ultrasonic
shear wave receiver 8A is sent to a passed shear-wave intensity detecting unit 10A, and a signal detected by the passed
shear-wave intensity detecting unit 10A is sent to a crater end arrival detecting unit 11A. The passed shear-wave intensity
detecting unit 10A and the crater end arrival detecting unit 11A have the same functions as those of the passed shear-
wave intensity detecting unit 10 and the crater end arrival detecting unit 11 in the first embodiment. Namely, when the
crater end 4 passes the installed position of the second ultrasonic shear wave sensor, the crater end arrival detecting
unit 11A sends a timing signal to the crater end computing unit 13.

[0086] Further, if the spacing between the installed position of the second ultrasonic shear wave sensor and the
installed position of the first shear wave sensor is too narrow, the calibration accuracy cannot be increased. From the
viewpoint of increasing the calibration accuracy, therefore, the appropriate spacing between those two sensors is in the
range of about 2 m to 10 m. The other construction is the same as that in the first embodiment shown in Fig. 1. The
same components as those in Fig. 1 are denoted by the same reference numerals and a description of those components
is omitted here.

[0087] The passed shear-wave intensity detecting unit 10, the crater end arrival detecting unit 11, and the longitudinal-
wave propagation time detecting unit 12 operate in a similar manner to that in the first embodiment, but the crater end
computing unit 13 operates in a different manner. Therefore, the operation of the crater end computing unit 13 will be
described below with reference to Fig. 10.

[0088] Fig. 10 shows the operation of the crater end computing unit 13 in the third embodiment, and it graphically
illustrates an approximation formula for computing the crater end 4 from the propagation time of the ultrasonic longitudinal
wave signal. It is here assumed that, as in the first embodiment, the crater end 4 is computed from the propagation time
of the ultrasonic longitudinal wave signal by using the formula (2). A line A in Fig. 10 represents the approximation
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formula before calibration.

[0089] When a timing signal corresponding to the determination as to the passage of the crater end 4 at the position
of the first shear wave sensor is sent from the crater end arrival detecting unit 11 to the crater end computing unit 13,
the crater end computing unit 13 stores a propagation time (At;) of the ultrasonic longitudinal wave signal at that time.
Then, the casting speed, the intensity of the secondary cooling, etc. are changed such that the crater end 4 is extended
to the downstream side in the casting direction. When the crater end 4 passes the installed position of the second
ultrasonic shear wave sensor, a timing signal corresponding to the determination as to the passage of the crater end 4
is sent from the crater end arrival detecting unit 11A to the crater end computing unit 13, and the crater end computing
unit 13 computes a propagation time (At,) of the ultrasonic longitudinal wave signal at that time. Further, the crater end
computing unit 13 solves a simultaneous equation of formulae (4) and (5) given below, thereby correcting the constants
(a4) and (ag) of the above-described formula (2). In the formulae (4) and (5), CE; is the distance from the molten steel
surface 20 within the mold to the installed position of the first shear wave sensor, At, is the propagation time of the
ultrasonic longitudinal wave signal at the time when it is determined that the crater end 4 has passed the installed position
of the first shear wave sensor, CE, is the distance from the molten steel surface 20 within the mold to the installed
position of the second ultrasonic shear wave sensor, and At, is the propagation time of the ultrasonic longitudinal wave
signal at the time when it is determined that the crater end 4 has passed the installed position of the second ultrasonic
shear wave sensor.

CE; = a;'At; + ag A(4)

CE, = a3 Aty + ap A(5)

[0090] As a result, the approximation formula for computing the crater end 4 is calibrated to be represented by, e.g.,
aline B shownin Fig. 10. After the calibration, the crater end 4 can be accurately detected online based on the propagation
time of the ultrasonic longitudinal wave signal during the casting by using the calibrated approximation formula repre-
sented by B. In this case, the crater end 4 can be detected with higher accuracy than that in the first embodiment.
[0091] Thetimingofthe calibration and change of the calculation formula used for computing the crater end 4 depending
on whether the crater end 4 is positioned upstream of the ultrasonic longitudinal wave sensor are decided and performed
in the manner described above in connection with the first embodiment.

[0092] The method and apparatus for detecting the crater end from the casting conditions and the values of physical
properties by calculation based on the heat condition equation will be described below. Fig. 11 shows a fourth embodiment
of the present invention, and it is a schematic view of a slab continuous casting machine provided with a crater end
detector according to the present invention.

[0093] The crater end detector according to the present invention for detecting the crater end 4 from the casting
conditions and the values of physical properties by calculation based on the heat condition equation comprises, as
shown in Fig. 11, an ultrasonic shear wave sensor made up of an ultrasonic shear wave transmitter 6 and an ultrasonic
shear wave receiver 8 disposed in opposed relation with a slab 1 between them, an ultrasonic transmitting unit 5 which
is an electric circuit for supplying an electric signal to the ultrasonic shear wave transmitter 6, thereby causing an ultrasonic
wave to be transmitted to the slab 1, a passed shear-wave intensity detecting unit 10 and a crater end arrival detecting
unit 11 for processing a signal received by the ultrasonic shear wave receiver 8, a physical property value storage unit
14 for storing the values of physical properties used in the calculation based on the heat condition equation, and a heat
condition equation unit 15 for executing the calculation based on the heat condition equation.

[0094] The passed shear-wave intensity detecting unit 10 detects the intensity of the ultrasonic shear wave signal
received by the ultrasonic shear wave receiver 8. The crater end arrival detecting unit 11 determines whether the crater
end 4 is positioned upstream or downstream of the installed position of the ultrasonic shear wave transmitter 6 and the
ultrasonic shear wave receiver 8 in the casting direction, based on variations of an ultrasonic shear wave passage signal
detected by the passed shear-wave intensity detecting unit 10. The processing in the passed shear-wave intensity
detecting unit 10 and the crater end arrival detecting unit 11 is executed by a computer. Though not shown, an ultrasonic
signal amplifier, an A/D converter for taking a signal waveform into the computer, etc. are required between the ultrasonic
shear wave receiver 8 and the computer. Additionally, the physical property value storage unit 14 and the heat condition
equation unit 15 are also constituted by the computer.

[0095] A manner for processing the received signal will be described below. First, the operation of the passed shear-
wave intensity detecting unit 10 will be described. Because the operation of the passed shear-wave intensity detecting
unit 10 is basically the same as that of the passed shear-wave intensity detecting unit 10 in the first embodiment, the
following description is made with reference to Fig. 3.
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[0096] InFig. 3, afirstwave is generated upon the transmitted signal electrically leaking into the ultrasonic shear wave
receiver 8, and a second wave represents the ultrasonic shear wave passage signal. Because a position on the time
base where the ultrasonic shear wave passage signal appears is roughly known from the thickness of the slab 1, the
approximate temperature of the slab 1, and the ultrasonic velocity of the shear wave, a gate for taking out the signal
only at that position is provided to determine a maximum value of the signal within the gate. Such processing can be
easily realized with a computing process by taking the waveform of the received signal into the computer after A/D
conversion. The maximum value of the signal can be determined as an absolute value on the basis of 0 V or as a peak-
to-peak value. In practice, since the transmitted signal is repeated at a cycle of several 10’s Hz to several 100’s Hz, it
is effective, from the viewpoint of reducing influences of fluctuations due to noises, to determine the intensity of the
passed ultrasonic shear wave after averaging each waveform, or to average the intensity of the passed ultrasonic shear
wave for each waveform.

[0097] The operation of the crater end arrival detecting unit 11 will be described below with reference to Fig. 12. Fig.
12 shows another example of the operation of the crater end arrival detecting unit 11, and it is a chart showing the
intensity of the passed ultrasonic shear wave when the casting speed is increased in 4 stages of a to d step by step.
Within a range X in Fig. 12, the intensity of the passed ultrasonic shear wave is larger than a determination threshold,
and therefore it is determined that the slab 1 is solidified at the installed position of the ultrasonic shear wave sensor.
When the casting speed is increased to ¢ and comes into a range Y, the intensity of the passed ultrasonic shear wave
becomes smaller than the determination threshold, and therefore it is determined that the crater end 4 has reached the
installed position of the ultrasonic shear wave sensor. In the range Y corresponding to a stationary region of the casting
speed c, the intensity of the passed ultrasonic shear wave is varied up and down about the threshold. This indicates
that the crater end 4 is averagely positioned at the installed position of the ultrasonic shear wave sensor under the
relevant casting conditions and is slightly moved upstream and downstream of the ultrasonic shear wave sensor due to
slight fluctuations. In a range Z where the casting speed is further increased, the intensity of the passed ultrasonic shear
wave is always smaller than the determination threshold, and therefore it is determined that the slab 1 is in a liquid state
atthe installed position of the ultrasonic shear wave sensor. When the crater end arrival detecting unit 11 thus determines
that the crater end 4 has passed the installed position of the ultrasonic shear wave sensor, it sends a timing signal to
the physical property value storage unit 14.

[0098] Finally, a manner for executing the calculation based on the heat condition equation and a manner for executing
calibration will be described below. The physical property value storage unit 14 stores the values of physical properties
used in the calculation based on the heat condition equation. The values of physical properties mainly include the density
of the slab 1, the enthalpy, the thermal conductivity, the solidus temperature, heat removed in the mold 101, the heat
transfer coefficient in the secondary cooling zone, and the temperature of molten steel. In addition to those values, the
casting conditions include the thickness and width of the slab 1, the casting speed, the chemical components, etc., and
are provided to the heat condition equation unit 15 along with the values of physical properties. The heat condition
equation unit 15 calculates temperature changes successively in the withdrawing direction of the slab 1 starting from
the temperature of the molten steel. The crater end 4 can be obtained as a position where the core temperature of the
slab 1 intersects the solidus.

[0099] In accordance with the timing signal corresponding to the passage of the crater end 4 and sent from the crater
end arrival detecting unit 11, the heat condition equation unit 15 executes the calculation based on the heat condition
equation by using the values of physical properties inputted in the physical property value storage unit 14 and the casting
conditions when the crater end 4 is matched with the installed position of the ultrasonic shear wave sensor, and then
changes any of the values of physical properties so that the crater end obtained by the calculation based on the heat
condition equation is matched with the installed position of the ultrasonic shear wave sensor. More specifically, the crater
end is determined by the calculation based on the heat condition equation while changing, e.g., the thermal conductivity
in several stages. Then, as shown in Fig. 13, the thermal conductivity is determined under the condition that the crater
end determined by the calculation based on the heat condition equation is matched with the installed position of the
ultrasonic shear wave sensor. Fig. 13 shows the behavior of the crater end when the thermal conductivity used in the
calculation based on the heat condition equation is changed, and it graphically illustrates the fact that the distance from
the molten steel surface 20 to the crater end 4 is shortened as the thermal conductivity is increased.

[0100] While the thermal conductivity is employed, by way of example, in the above description, the value of another
physical property, such as the heat transfer coefficient of the secondary cooling zone, can also be of course employed
as the physical property value used for the calibration. The calibrated physical property value is inputted from the heat
condition equation unit 15 to the physical property value storage unit 14 and stored therein. Thereafter, the calculation
based on the heat condition equation is executed using the calibrated physical property value. In such a way, the heat
condition equation is calibrated.

[0101] The calibration may be performed once whenever a slab having a new variety of chemical components is cast,
oreach time when the crater end 4 crosses the installed position of the ultrasonic shear wave sensor during the continuous
casting operation, or at a proper time optionally decided at the operator’s discretion.
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[0102] Fig. 14 comparatively shows the crater end determined by the calculation based on the heat condition equation
calibrated while changing the casting speed in several stages and the results obtained by driving metal-made rivets into
the slab 1 and determining whether the slab 1 is solidified or liquid at plural points in the lengthwise direction of the slab
when the casting speed is similarly changed in several stages during the operation. As seen from Fig. 14, the crater end
determined by the calculation based on the heat condition equation is well matched with the crater end confirmed by
using the rivet method. Thus, it has been proved that the crater end 4 can be estimated with high accuracy according
to the present invention.

[0103] A fifth embodimentrelated to the method and apparatus for detecting the crater end from the casting conditions
and the values of physical properties by calculation based on the heat condition equation will be described below. Fig.
15 shows a fifth embodiment of the present invention, and it is a schematic view of a slab continuous casting machine
provided with a crater end detector according to the present invention.

[0104] Asshownin Fig. 15, the crater end detector of the fifth embodiment comprises an ultrasonic shear wave sensor
made up of an ultrasonic shear wave transmitter 6 and an ultrasonic shear wave receiver 8 disposed in opposed relation
with the slab 1 between them, an ultrasonic longitudinal wave sensor made up of an ultrasonic longitudinal wave trans-
mitter 7 and an ultrasonic longitudinal wave receiver 9 disposed in opposed relation with the slab 1 between them, an
ultrasonic transmitting unit 5 which is an electric circuit for supplying an electric signal to each of the ultrasonic shear
wave transmitter 6 and the ultrasonic longitudinal wave transmitter 7, thereby causing ultrasonic waves to be transmitted
to the slab 1, a passed shear-wave intensity detecting unit 10 and a crater end arrival detecting unit 11 for processing
a signal received by the ultrasonic shear wave receiver 8, a longitudinal-wave propagation time detecting unit 12 for
processing a signal received by the ultrasonic longitudinal wave receiver 9, a physical property value storage unit 14 for
storing the values of physical properties used in the calculation based on the heat condition equation, a heat condition
equation unit 15 for executing the calculation based on the heat condition equation, and a crater end estimating unit 16
for processing signals from the longitudinal-wave propagation time detecting unit 12 and the heat condition equation
unit 15. In this embodiment, the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor are constituted
as a sensor for generating and detecting the ultrasonic longitudinal wave and the ultrasonic shear wave at the same
position, shown in Fig. 2, but they can also be constituted as ordinary electromagnetic ultrasonic sensors.

[0105] The longitudinal-wave propagation time detecting unit 12 detects the propagation time of the ultrasonic longi-
tudinal wave signal, which is passed through the slab 1, from the signal received by the ultrasonic longitudinal wave
receiver 9. The crater end estimating unit 16 determines a relationship between the propagation time of the ultrasonic
longitudinal wave signal detected by the longitudinal-wave propagation time detecting unit 12 and the crater end computed
by the heat condition equation unit 15, and indirectly estimates the crater end 4 from the propagation time of the ultrasonic
longitudinal wave signal based on the determined relationship. The longitudinal-wave propagation time detecting unit
12 and the crater end estimating unit 16 are constituted by a computer. The other components, i.e., the passed shear-
wave intensity detecting unit 10, the crater end arrival detecting unit 11, the physical property value storage unit 14, and
the heat condition equation unit 15, are the same as those in the fourth embodiment and have the same functions. A
description of those components is omitted here.

[0106] A manner of processing the received signal will be described below. Manners of processing signals in the
passed shear-wave intensity detecting unit 10, the crater end arrival detecting unit 11, the physical property value storage
unit 14, and the heat condition equation unit 15 are the same as those in the fourth embodiment, and therefore a
description of those manners is omitted here.

[0107] Because the operation of the longitudinal-wave propagation time detecting unit 12 is basically the same as that
of the longitudinal-wave propagation time detecting unit 12 in the first embodiment, the following description is made
with reference to Fig. 5. In Fig. 5, a first wave represents the transmitted signal electrically leaked into the ultrasonic
longitudinal wave receiver 9, and a second wave represents the ultrasonic longitudinal wave passage signal. The lon-
gitudinal-wave propagation time detecting unit 12 detects a time from the timing of transmitting the transmitted signal to
the timing at which the ultrasonic longitudinal wave passage signal appears. A method for detecting the ultrasonic
longitudinal wave passage signal can be practiced by detecting the timing at which the passage signal exceeds a
threshold as shown in Fig. 5, or by detecting the timing at which the passage signal is maximized within a gate. Such
processing can be easily realized with a computing process by taking the waveform of the received signal into the
computer after A/D conversion as in the passed shear-wave intensity detecting unit 10. In practice, since the transmitted
signal is repeated at a cycle of several 10’'s Hz to several 100’s Hz, itis effective, from the viewpoint of reducing influences
of fluctuations due to noises, to determine the propagation time of the ultrasonic longitudinal wave signal after averaging
each waveform, or to average the propagation time for each waveform.

[0108] Finally, the operation of the crater end estimating unit 16 will be described below with reference to Fig. 16. Fig.
16 shows one example of the processing function of the crater end estimating unit 16, and it graphically illustrates an
approximation formula for computing the crater end 4 from the propagation time of the ultrasonic longitudinal wave,
whichis prepared by the crater end estimating unit 16. In Fig. 16, the horizontal axis represents the value of the propagation
time measured by the longitudinal-wave propagation time detecting unit 12, and the vertical axis represents the distance
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from the molten steel surface 20 to the crater end 4. Vc in Fig. 16 denotes the casting speed.

[0109] It is here assumed that the ultrasonic shear wave sensor is installed at a position apart from the molten steel
surface 20 by a distance of 29.7 m and a signal similar to that obtained in the range Y in Fig. 12 is obtained in a stationary
region at Vc = 1.8 m/minute, for example. Since the crater end 4 under those casting conditions is positioned at 29.7 m
from the molten steel surface 20, a white circle can be plotted as shown in Fig. 16 by comparing with the propagation
time measured by the longitudinal-wave propagation time detecting unit 12 at that time. Further, at that time, the heat
condition equation unit 15 executes the calculation based on the heat condition equation by using the casting conditions
and the values of physical properties inputted in the physical property value storage unit 14, and calibrates any of the
values of physical properties used in the calculation based on the heat condition equation so that the crater end 4
determined by the calculation based on the heat condition equation is given as 29.7 m. Then, by using the calibrated
physical property value, the heat condition equation unit 15 determines the crater ends at Vc = 1.9 m/minute, 2.0 m/minute
and 2.1 m/minute, for example, by the calculation based on the heat condition equation. The calibrated physical property
value is stored in the physical property value storage unit 14. Further, the casting operation is performed at each of the
casting speeds of Vc = 1.9 m/minute, 2.0 m/minute and 2.1 m/minute at which the calculation based on the heat condition
equation has been executed to determine the crater end, and the longitudinal-wave propagation time detecting unit 12
measures the propagation time of the ultrasonic longitudinal wave signal in a stationary region at each casting speed.
Black circles in Fig. 16 are each obtained by plotting the measured propagation time of the ultrasonic longitudinal wave
signal and the crater end determined by the calculation based on the heat condition equation. By preparing an approx-
imation formula or a table representing the relationship between the propagation time of the ultrasonic longitudinal wave
signal and the crater end from the thus-plotted points, it becomes possible to determine the crater end 4 from the
propagation time of the ultrasonic longitudinal wave signal. The approximation formula may be a linear or polynomial
equation.

[0110] Preferably, whenever the physical property value used in the calculation based on the heat condition equation
is calibrated, the approximation formula or the table representing the relationship between the propagation time and the
crater end determined by the calculation based on the heat condition equation is updated. The calibration of the physical
property value used in the calculation based on the heat condition equation may be performed once whenever a slab
having a new variety of chemical components is cast, or each time when the crater end 4 crosses the installed position
of the ultrasonic shear wave sensor during the continuous casting operation, or at a proper time optionally decided at
the operator’s discretion. While the ultrasonic shear wave sensor and the ultrasonic longitudinal wave sensor are installed
at the same position in the fifth embodiment, those sensors may be installed at different positions apart from each other
in the slab withdrawing direction.

[0111] Asixth embodimentrelated to the method and apparatus for detecting the crater end from the casting conditions
and the values of physical properties by calculation based on the heat condition equation will be described below. Fig.
17 shows a sixth embodiment of the present invention, and it is a schematic view of a slab continuous casting machine
provided with a crater end detector according to the present invention.

[0112] As shown in Fig. 17, the crater end detector of the sixth embodiment comprises an ultrasonic shear wave
sensor (hereinafter referred to as a "first ultrasonic shear wave sensor") made up of an ultrasonic shear wave transmitter
6 and an ultrasonic shear wave receiver 8 disposed in opposed relation with a slab 1 between them, a second ultrasonic
shear wave sensor made up of an ultrasonic shear wave transmitter 6B and an ultrasonic shear wave receiver 8B
disposed downstream of the first ultrasonic shear wave sensor in opposed relation with the slab 1 between them, an
ultrasonic transmitting unit 5 which is an electric circuit for supplying an electric signal to each of the ultrasonic shear
wave transmitter 6 and the ultrasonic shear wave transmitter 6B, thereby causing ultrasonic waves to be transmitted to
the slab 1, a passed shear-wave intensity detecting unit 10 and a crater end arrival detecting unit 11 for processing a
signal received by the ultrasonic shear wave receiver 8, a shear-wave propagation time detecting unit 17 for processing
a signal received by the ultrasonic shear wave receiver 8B, a physical property value storage unit 14 for storing the
values of physical properties used in the calculation based on the heat condition equation, a heat condition equation
unit 15 for executing the calculation based on the heat condition equation, and a crater end estimating unit 16 for
processing signals from the shear-wave propagation time detecting unit 17 and the heat condition equation unit 15.
[0113] The shear-wave propagation time detecting unit 17 detects the propagation time of the ultrasonic shear wave
signal, which is passed through the slab 1, from the signal received by the ultrasonic shear wave receiver 8B, and it is
constituted by a computer. The other components, i.e., the passed shear-wave intensity detecting unit 10, the crater
end arrival detecting unit 11, the physical property value storage unit 14, the heat condition equation unit 15, and the
crater end estimating unit 16 are the same as those in the fifth embodiment and have the same functions. A description
of those components is omitted here.

[0114] A manner of processing the received signal will be described below. Manners of processing signals in the
passed shear-wave intensity detecting unit 10, the crater end arrival detecting unit 11, the physical property value storage
unit 14, and the heat condition equation unit 15 are the same as those in the fifth embodiment, and therefore a description
of those manners is omitted here.
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[0115] The operation of the shear-wave propagation time detecting unit 17 is basically the same as that of the longi-
tudinal-wave propagation time detecting unit 12 in the fifth embodiment, and the shear-wave propagation time detecting
unit 17 detects a time from the timing of transmitting the transmitted signal to the timing at which the ultrasonic shear
wave passage signal appears. A method for detecting the ultrasonic shear wave passage signal can be practiced by
detecting the timing at which the passage signal exceeds a threshold, or by detecting the timing at which the passage
signal is maximized within a gate as shown in Fig. 3.

[0116] The crater end estimating unit 16 determines the relationship between the propagation time of the ultrasonic
shear wave signal detected by the shear-wave propagation time detecting unit 17 and the crater end computed by the
heat condition equation unit 15 in a similar manner to that in the fifth embodiment described above with reference to
Fig. 16, for example, and then estimates the crater end 4 from the propagation time of the ultrasonic shear wave signal,
which has been measured by the shear-wave propagation time detecting unit 17, based on the determined relationship.
Thus, in the sixth embodiment, the crater end 4 is determined using the propagation time of the ultrasonic shear wave
signal instead of the propagation time of the ultrasonic longitudinal wave signal used in the fifth embodiment. Accordingly,
the calibration of the physical property value used in the calculation based on the heat condition equation, etc. are
performed as in the fifth embodiment.

[0117] While the second ultrasonic shear wave sensor is installed in the sixth embodiment to measure the propagation
time of the ultrasonic shear wave signal, the installation of the second ultrasonic shear wave sensor is not always
required, and the first ultrasonic shear wave sensor made up of the ultrasonic shear wave transmitter 6 and the ultrasonic
shear wave receiver 8 can also be used as the ultrasonic shear wave sensor for measuring the propagation time. In the
case of determining the crater end 4 from the propagation time of the ultrasonic shear wave signal, however, the crater
end can be determined in a restricted range, i.e., only when the crater end 4 is positioned upstream of the installed
position of the ultrasonic shear wave sensor. Therefore, a care has to be taken for the installed position of the sensor.
[0118] By employing the crater end detecting methods and apparatuses according to the first to sixth embodiments
described above, the crater end 4 can be precisely confirmed online and can be controlled with adjustment of operation
parameters. As a result, productivity can be increased by positioning the crater end 4 as close as possible to the end of
the continuous casting machine, or central segregation can be reduced by always holding the crater end within the soft
reduction zone.

[0119] The operation parameters adaptable for control of the crater end 4 include, for example, the casting speed, the
amount of secondary cooling water (increase/decrease of the overall amount, a water amount distribution pattern in the
lengthwise direction, and a water amount distribution pattern in the transverse direction), a roll gap pattern, change in
power of electromagnetic stirring, change of mold powder (brand), the degree of superheat of molten steel (control using
a heat-insulating cover or heating powder). By experimentally or theoretically confirming the relationship between those
casting conditions and the crater end 4 in advance, the crater end 4 can be precisely controlled with adjustment of the
operation parameters.

[0120] The present invention is not limited to the above-described matters and can be variously modified without
departing from the scope of the present invention. For example, while the above description is made as using the
electromagnetic ultrasonic sensor, the ultrasonic longitudinal wave can also be transmitted and received by a method
of contacting a piezoelectric oscillator with water, or a laser ultrasonic method. A method of transmitting the ultrasonic
longitudinal wave by the laser ultrasonic method and receiving it by the electromagnetic ultrasonic method is also useful
in point of increasing measurement sensitivity.

[0121] Further, while in the above-described embodiments a pair of the ultrasonic shear wave transmitter 6 and the
ultrasonic shear wave receiver 8 and/or a pair of the ultrasonic longitudinal wave transmitter 7 and the ultrasonic longi-
tudinal wave receiver 9 are installed with the slab 1 located therebetween to perform measurement by a passage method,
the transmitter and the receiver may be disposed on one surface of the slab 1 to perform measurement by a reflection
method using an echo reflected by the other opposite surface of the slab 1. The term "ultrasonic sensor" used in the
present invention includes any of those types of sensors. Also, in the present invention, the calibration of the calculation
formula for computing the crater end from the propagation time, the calibration of the physical property value used in
the calculation based on the heat condition equation, and/or the preparation of the approximation formula or the table
representing the relationship between the propagation time and the crater end may be performed at a plurality of optional
positions in the transverse direction of the slab. By setting a plurality of optional positions in the transverse direction of
the slab and employing a different calculation formula for each position, it is possible to reduce influences of unevenness
of cooling and fluctuations of thickness in the transverse direction of the slab, and to increase the measurement accuracy
at each position. In that case, when a plurality of ultrasonic sensors are disposed in the upstream and downstream sides,
those ultrasonic sensors are required to perform the measurements at the same positions in the transverse direction
with respect to the slab 1.

[0122] Moreover, inthe above-described embodiments, the crater end 4 is estimated in the continuous casting machine
for which are performed the calibration of the calculation formula for computing the crater end from the propagation time,
the calibration of the physical property value used in the calculation based on the heat condition equation, and/or the
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preparation of the approximation formula or the table representing the relationship between the propagation time and
the crater end. However, the calibrated calculation formula, the calibrated physical property value, and/or the approxi-
mation formula or the table representing the relationship between the propagation time and the crater end can also be
employed to estimate the crater end in another continuous casting machine. In that case, the ultrasonic longitudinal
wave sensor is also required to be disposed in the other continuous casting machine in order to confirm the propagation
time of the ultrasonic longitudinal wave signal, for example. In not only another continuous casting machine, but also
the same continuous casting machine, the calibrated calculation formula, the calibrated physical property value, and/or
the approximation formula or the table representing the relationship between the propagation time and the crater end
can also be inputted and used for a new ultrasonic sensor exchanged due to a failure, renewal or other reason.
[0123] While the first to third embodiments have been described in connection with the case of directly computing the
crater end 4 from the propagation time of the ultrasonic longitudinal wave signal by using a linear equation, a polynomial,
such as an equation of the second or third degree, can also be used. Alternatively, the crater end may be determined
through the steps of obtaining the thickness of the solid phase 2 from the propagation time of the ultrasonic longitudinal
wave signal and computing the crater end from the obtained thickness of the solid phase 2 and the casting speed. In
that case, the calibration may be performed such that, at the timing at which the passage of the crater end is determined
using the ultrasonic shear wave, the solid phase thickness (d) obtained based on the above-described formula (1)
becomes 1/2 of the slab thickness (D).

[0124] Regarding the electromagnetic ultrasonic sensor for generating and detecting the ultrasonic longitudinal wave
and the ultrasonic shear wave at the same position, the longitudinal wave coil and the shear wave coil can be constituted
as the same coil, instead of separately arranging the longitudinal wave coil and the shear wave coil from each other, by
alternately changing the polarity of each magnetic pole of the sensor.

[0125] The operator may perform the determination to be made in the crater end arrival detecting unit 11 and may
instruct the timing of the determination as to the passage of the crater end to the crater end computing unit 13. Moreover,
after collecting data, the determination as to the passage of the crater end, the calibration, and the estimation of the
crater end may be manually performed on a desk.

[0126] Still further, in the fourth to sixth embodiments, the heat condition equation is calibrated through the steps of
changing the casting speed in several stages and obtaining the casting speed at which the crater end is matched with
the position of the ultrasonic shear wave sensor in the stationary region. However, the heat condition equation can also
be calibrated by measuring the timing at which the crater end passes the position of the ultrasonic shear wave sensor
in a non-stationary region and by using a heat condition equation in consideration of the non-stationary region as well.

Industrial Applicability

[0127] According to the present invention, at the time when the crater end of the slab is detected by the ultrasonic
shear wave sensor, the crater end determined from the propagation time of the ultrasonic longitudinal wave signal
measured by the ultrasonic longitudinal wave sensor or the crater end determined by the calculation based on the heat
condition equation is calibrated. Therefore, the crater end of the slab can be accurately detected only from the measured
values of the ultrasonic shear wave sensor and/or the ultrasonic longitudinal wave sensor without performing troublesome
calibration operation such as driving rivets into the slab. As a result, it is possible to confirm the crater end during the
casting with high accuracy under various casting conditions for all varieties of chemical components, to increase pro-
ductivity by utilizing the length of the continuous casting machine up to a maximum limit, and to produce the slab with
reduced central segregation by properly applying soft reduction. Hence, the present invention can provide an industrially
valuable advantage.

Claims

1. A method for detecting a crater end (4) of a continuously cast product (1), the method comprising the steps of
installing an ultrasonic shear wave sensor (6, 8) for transmitting an ultrasonic shear wave to the continuously cast
product (1) and receiving the transmitted ultrasonic shear wave in a continuous casting machine, detecting based
on variations of an ultrasonic signal received by the ultrasonic shear wave sensor (6, 8) that the crater end (4) of
the cast product (1) is matched with the installed position of the ultrasonic shear wave sensor (6, 8),
characterized in comprising
the step of calibrating a physical property value of the cast product used in calculation based on a heat condition
equation in solidifying the cast product such that the crater end computed based on the heat condition equation
using casting conditions at that time is matched with the installed position of the ultrasonic shear wave sensor (6,
8), and after the calibration, determining the crater end (4) by the calculation based on the heat condition equation
under respective casting conditions by using the calibrated physical property value.
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A method according to claim 1, the method further comprising the steps of measuring the propagation times by the
ultrasonic shear wave sensor (6, 8) under various casting conditions, obtaining a relationship between the crater
ends computed based on the heat condition equation and the propagation times measured by the ultrasonic shear
wave sensor, and determining the crater end (4) from the propagation time measured by the ultrasonic shear wave
sensor (6, 8) based on the obtained relationship.

A method according to claim 1 or 2, the method comprising the steps of measuring the propagation times by the
ultrasonic longitudinal wave sensor or a second ultrasonic shear wave sensor (7, 9) under various casting conditions,
obtaining a relationship between the crater ends computed based on the heat condition equation and the propagation
times measured by the ultrasonic longitudinal wave sensor (6, 8) or the second ultrasonic shear wave sensor (7,
9), and determining the crater end (4) from the propagation time measured by the ultrasonic longitudinal wave sensor
or the second ultrasonic shear wave sensor based on the obtained relationship.

A method for detecting a crater end (4) of a continuously cast product (1), the method comprising the steps of
executing the calculation based on the heat condition equation by using the physical property value calibrated by
the method according to claim 1, 2 or 3, and the casting conditions of the continuous casting machine for which the
calibration has been made or of a different continuous casting machine, and determining the crater end (4) in the
relevant continuous casting machine.

A method for detecting a crater end (4) of a continuously cast product (1), the method comprising the step of, based
on the relationship between the crater ends computed based on the heat condition equation and the propagation
times measured by the ultrasonic sensor (6, 8), which is obtained by the method according to claim 2 or 3, determining
the crater end (4) in a target continuous casting machine from a propagation time of an ultrasonic signal measured
by an ultrasonic shear wave sensor (6, 8) or an ultrasonic longitudinal wave sensor (7, 9) installed in the continuous
casting machine for which said relationship has been obtained or in a different continuous casting machine.

A method for detecting a crater end (4) of a continuously cast product (1), the method comprising the steps of
determining the crater end (4) of the cast product (1) by the method for detecting a crater end (4) of a continuously
cast product (1) according to any one of claims 1 to 5, and adjusting a casting speed or intensity of secondary cooling
for the cast product (1) in accordance with the determination result.

An apparatus for detecting a crater end (4) of a continuously cast product (1), the apparatus comprising an ultrasonic
shear wave sensor made up of an ultrasonic shear wave transmitter (6) for transmitting an ultrasonic shear wave
to the continuously cast product and an ultrasonic shear wave receiver (8) for receiving the transmitted ultrasonic
shear wave,

characterized in comprising a physical property value storage unit (15) and a heat condition equation unit (16),
wherein the physical property value storage unit (15) is adapted to store the values of physical properties used in
the calculation based on a heat condition equation, wherein the heat condition equation unit is adapted to execute
calculation based on the heat condition equation in accordance with casting conditions and the values of physical
properties stored in the physical property value storage unit, thereby determining the crater end of the cast product (1),
wherein at the time when it is confirmed based on variations of an ultrasonic signal received by the ultrasonic shear
wave sensor (6, 8) that the installed position of the ultrasonic shear wave sensor (6, 8) and the crater end (4) of the
cast product (1) are matched with each other, the heat condition equation unit calibrates at least one of the values
of physical properties used in the calculation based on the heat condition equation such that the crater end (4)
obtained by the calculation based on the heat condition equation is matched with the installed position of the ultrasonic
shear wave sensor (6, 8) and inputs and stores the calibrated physical property value to the physical property value
storage unit (15).

Apparatus as claimed in claim 7, including a crater end estimating unit (17) for estimating the crater end (4) of the
cast product (1) based on a relationship between an ultrasonic signal received by the ultrasonic shear wave sensor
(6, 8) and the crater end computed by the heat condition equation unit (16), wherein after the calibration of the
physical property value, the crater end estimating unit (17) obtains a relationship between the ultrasonic signal
received by the ultrasonic shear wave sensor (6, 8) and the crater end computed by the heat condition equation
unit (16), and wherein the crater end (4) is determined from a propagation time measured by the ultrasonic shear
wave sensor (6, 8) based on the obtained relationship.

Apparatus as claimed in claim 8, including an ultrasonic longitudinal wave transmitter for transmitting an ultrasonic
longitudinal wave to the continuously cast product (1) and an ultrasonic longitudinal wave receiver for receiving the
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transmitted ultrasonic longitudinal wave, wherein after the calibration of the physical property value, the crater end
estimating unit (17) obtains a relationship between an ultrasonic signal received by the ultrasonic longitudinal wave
sensor and the crater end computed by the heat condition equation unit (16), and wherein the crater end (4) is
determined from a propagation time measured by the ultrasonic longitudinal wave sensor (6, 8) based on the obtained
relationship.

Patentanspriiche

1.

Verfahren zum Detektieren eines Trichterendes (4) eines Stranggussprodukts (1), wobei das Verfahren die Schritte
aufweist

Installieren eines Ultraschallscherwellensensors (6, 8) in einer Stranggussmaschine zum Aussenden einer Ultra-
schallscherwelle zu dem Stranggussprodukt (1) und zum Empfangen der ausgesandten Ultraschallscherwelle,
Detektieren, dass das Trichterende (4) des Gussprodukts (1) mit der Installationsposition des Ultraschallscherwel-
lensensors (6, 8) Ubereinstimmt, auf Grundlage von Schwankungen eines durch den Ultraschallscherwellensensor
(6, 8) empfangenen Ultraschallsignals,

gekennzeichnet durch Aufweisen

des Schritts des Kalibrierens eines Werts einer physikalischen Eigenschaft des Gussprodukts, der in Berechnungen
auf Grundlage einer Warmezustandsgleichung der Erstarrung des Gussprodukts verwendet wird, sodass das Trich-
terende, das auf Grundlage der Warmezustandsgleichung, welche die GieRbedingungen zu dieser Zeit verwendet,
berechnet wurde, mit der Installationsposition des Ultraschallscherwellensensors (6, 8) libereinstimmt, und

nach der Kalibrierung, Bestimmen des Trichterendes (4) durch die Berechnung auf Grundlage der Warmezustands-
gleichung unter entsprechenden GielRbedingungen unter Verwendung des kalibrierten Werts einer physikalischen
Eigenschaft.

Verfahren nach Anspruch 1, wobei das Verfahren ferner die Schritte aufweist:

Messen der Ausbreitungszeiten durch den Ultraschallscherwellensensor (6, 8) unter verschiedenen GielRbe-
dingungen,

Erhalten einer Beziehung zwischen den Trichterenden, die auf Grundlage der Warmezustandsgleichung be-
rechnet wurden und den Ausbreitungszeiten, die durch den Ultraschallscherwellensensor gemessen wurden,
und

Bestimmen des Trichterendes (4) aus der Ausbreitungszeit, die durch den Ultraschallscherwellensensor (6, 8)
gemessen wurde, auf Grundlage der erhaltenen Beziehung.

3. Verfahren nach Anspruch 1 oder 2, wobei das Verfahren die Schritte aufweist:

Messen der Ausbreitungszeiten durch den Ultraschallldangswellensensor oder einen zweiten Ultraschallscher-
wellensensor (7, 9) unter verschiedenen GieRbedingungen,

Erhalten einer Beziehung zwischen den Trichterenden, die auf Grundlage der Warmezustandsgleichung be-
rechnetwurden und den Ausbreitungszeiten, die durch den Ultraschalllangswellensensor (6, 8) oder den zweiten
Ultraschallscherwellensensor (7, 9) gemessen wurden, und

Bestimmen der Trichterenden (4) aus der Ausbreitungszeit, die durch den Ultraschalllangswellensensor oder
den zweiten Ultraschallscherwellensensor gemessen wurde, auf Grundlage der erhaltenen Beziehung.

Verfahren zum Detektieren eines Trichterendes (4) eines Stranggussprodukts (1), wobei das Verfahren die Schritte
aufweist:

Ausfiihren der Berechnung auf Grundlage der Warmezustandsgleichung unter Verwendung des Werts einer
physikalischen Eigenschaft, der durch das Verfahren nach Anspruch 1, 2 oder 3 kalibriert wurde, und der
GieRbedingungen der Stranggussmaschine fir welche die Kalibrierung durchgefliihrt wurde oder einer anderen
Stranggussmaschine, und

Bestimmen des Trichterendes (4) in der relevanten Stranggussmaschine.

Verfahren zum Detektieren eines Trichterendes (4) eines Stranggussprodukts (1), wobei das Verfahren den Schritt
aufweist:

Bestimmen des Trichterendes (4) in einer Zielstranggussmaschine aus einer Ausbreitungszeit eines Ultraschall-
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signals, das durch einen Ultraschallscherwellensensor (6, 8) oder einen Ultraschalllangswellensensor (7, 9)
gemessenwurde, derin der Stranggussmaschine fiir welche die Beziehung erhalten wurde oderin einer anderen
Stranggussmaschine installiert ist, auf Grundlage der durch das Verfahren gemaR Anspruch 2 oder 3 erhaltenen
Beziehung zwischen den Trichterenden, die auf Grundlage der Warmezustandsgleichung berechnet wurden
und den Ausbreitungszeiten, die durch den Ultraschallsensor (6, 8) gemessen wurden.

Verfahren zum Detektieren eines Trichterendes (4) eines Stranggussprodukts (1), wobei das Verfahren die Schritte
aufweist

Bestimmen des Trichterendes (4) des Gussprodukts (1) durch das Verfahren zum Detektieren eines Trichterendes
(4) eines Stranggussprodukts (1) nach einem der Anspriiche 1 bis 5 und

Einstellen einer GieRgeschwindigkeit oder Intensitat sekundaren Kiihlens fiir das Gussprodukt (1) in Ubereinstim-
mung mit dem Bestimmungsergebnis.

Vorrichtung zum Detektieren eines Trichterendes (4) eines Stranggussprodukts (1), wobei die Vorrichtung aufweist:

einen Ultraschallscherwellensensor, der aufgebaut ist aus einem Ultraschallscherwellensender (6) zum Aus-
senden einer Ultraschallscherwelle zu dem Stranggussprodukt und einem Ultraschallscherwellenempfanger
(8) zum Empfangen der ausgesandten Ultraschallscherwelle,

gekennzeichnet durch Aufweisen einer Speichereinheit eines Werts einer physikalischen Eigenschaft (15)
und einer Warmezustandsgleichungseinheit (16), wobei die Speichereinheit eines Werts einer physikalischen
Eigenschaft (15) eingerichtetist, um die Werte physikalischer Eigenschaften zu speichern, die in der Berechnung
auf Grundlage einer Warmezustandsgleichung verwendet werden, wobei die Warmezustandsgleichungseinheit
eingerichtet ist, um eine Berechnung auf Grundlage der Warmezustandsgleichung in Ubereinstimmung mit
GieRbedingungen und den Werten der physikalischen Eigenschaften, die in der Speichereinheit eines Werts
einer physikalischen Eigenschaft gespeichert sind, auszufiihren und dadurch das Trichterende des Gusspro-
dukts (1) zu bestimmen, wobei

zum Zeitpunkt, wenn auf Grundlage von Schwankungen des Ultraschallsignals, das durch den Ultraschall-
scherwellensensor (6, 8) empfangenen wurde, bestatigt wird, dass die Installationsposition des Ultraschall-
scherwellensensor (6, 8) und das Trichterende (4) des Gussprodukts (1) untereinander ibereinstimmen, die
Warmezustandsgleichungseinheit zumindest einen der Werte physikalischer Eigenschaften, der in der Berech-
nung auf Grundlage der Warmezustandsgleichung verwendet wird, so kalibriert, dass das Trichterende (4), das
durch die Berechnung auf Grundlage der Warmezustandsgleichung erhalten wurde, mitder Installationsposition
des Ultraschallscherwellensensors (6, 8) libereinstimmt und den kalibrierten Wert einer physikalischen Eigen-
schaft in die Speichereinheit eines Werts einer physikalischen Eigenschaft (15) eingibt und speichert.

Vorrichtung wie in Anspruch 7 beansprucht, mit

einer Trichterende-Schéatzeinheit (17) zum Schéatzen des Trichterendes (4) des Gussprodukts (1) auf Grundlage
einer Beziehung zwischen einem Ultraschallsignal, das durch den Ultraschallscherwellensensor (6, 8) empfangen
wurde und dem Trichterende, das durch die Warmezustandsgleichungseinheit (16) berechnet wurde, wobei

nach der Kalibrierung des Werts einer physikalischen Eigenschaft, die Trichterende-Schétzeinheit (17) eine Bezie-
hung zwischen dem Ultraschallsignal, das durch den Ultraschallscherwellensensor (6, 8) empfangenen wurde und
dem Trichterende, das durch die Warmezustandsgleichungseinheit (16) berechnet wurde, erhalt, und wobei

das Trichterende (4) aus einer Ausbreitungszeit, die durch den Ultraschallscherwellensensor (6, 8) gemessen wurde,
auf Grundlage der erhaltenen Beziehung bestimmt wird.

Vorrichtung wie in Anspruch 8 beansprucht, mit

einem Ultraschalllangswellensender zum Aussenden einer Ultraschalllangswelle zu dem Stranggussprodukt (1)
und einem Ultraschalllangswellenempféanger zum Empfangen der ausgesandten Ultraschalllangswelle, wobei
nach der Kalibrierung des Werts einer physikalischen Eigenschaft, die Trichterende-Schétzeinheit (17) eine Bezie-
hung zwischen einem Ultraschallsignal, das durch den Ultraschallldngswellensensor empfangen wurde und dem
Trichterende, das durch die Warmezustandsgleichungseinheit (16) berechnet wurde, erhélt und wobei

das Trichterende (4) aus einer Ausbreitungszeit, die durch den Ultraschalllangswellensensor (6, 8) gemessen wurde,
auf Grundlage der erhaltenen Beziehung bestimmt wird.

Revendications

1. Procédé pour détecter une extrémité de cratere (4) d’'un produit de coulée en continu (1), le procédé comprenant

23



10

15

20

25

30

35

40

45

50

55

EP 2 172 289 B1

les étapes qui consistent a installer un capteur d’onde de cisaillement ultrasonore (6, 8) pour émettre une onde de
cisaillement ultrasonore au produit de coulée en continu (1) et recevoir 'onde de cisaillement ultrasonore émise
dans une machine de coulée continue, détecter, sur la base de variations d’un signal ultrasonore regu par le capteur
d’onde de cisaillement ultrasonore (6, 8), que I'extrémité de cratére (4) du produit coulé (1) coincide avec la position
installée du capteur d’onde de cisaillement ultrasonore (6, 8),

caractérisé en ce qu’il comprend

I'étape consistant a calibrer une valeur de propriété physique du produit coulé utilisée dans le calcul sur la base
d’'une équation de condition de chaleur dans la solidification du produit coulé de sorte que I'extrémité de cratére
calculée sur la base de I'équation de condition de chaleur en utilisant des conditions de coulée a ce moment coincide
avec la position installée du capteur d’'onde de cisaillement ultrasonore (6, 8), et apres le calibrage, déterminer
I'extrémité de cratére (4) par le calcul sur la base de I'équation de condition de chaleur dans des conditions de
coulée respectives en utilisant la valeur de propriété physique calibrée.

Procédé selon la revendication 1, le procédé comprenant en plus les étapes qui consistent a mesurer les temps de
propagation par le capteur d’'onde de cisaillement ultrasonore (6, 8) dans diverses conditions de coulée, obtenir
une relation entre les extrémités de cratére calculées sur la base de I'équation de condition de chaleur et les temps
de propagation mesurés par le capteur d’'onde de cisaillement ultrasonore, et déterminer I'extrémité de cratére (4)
d’aprés le temps de propagation mesuré par le capteur d’'onde de cisaillement ultrasonore (6, 8) sur la base de la
relation obtenue.

Procédé selon la revendication 1 ou 2, le procédé comprenant les étapes qui consistent a mesurer les temps de
propagation par le capteur d’'onde longitudinale ultrasonore ou un deuxiéme capteur d’onde de cisaillement ultra-
sonore (7, 9) dans diverses conditions de coulée, obtenir une relation entre les extrémités de cratére calculées sur
la base de I'équation de condition de chaleur et les temps de propagation mesurés par le capteur d’onde longitudinale
ultrasonore (6, 8) ou le deuxiéme capteur d’'onde de cisaillement ultrasonore (7, 9), et déterminer I'extrémité de
cratére (4) d’aprés le temps de propagation mesuré par le capteur d’onde longitudinale ultrasonore ou le deuxiéme
capteur d’'onde de cisaillement ultrasonore sur la base de la relation obtenue.

Procédé pour détecter une extrémité de cratéere (4) d’un produit de coulée en continu (1), le procédé comprenant
les étapes qui consistent a exécuter le calcul sur la base de I'équation de condition de chaleur en utilisant la valeur
de propriété physique calibrée par le procédé selon la revendication 1, 2 ou 3, et les conditions de coulée de la
machine de coulée continue pour laquelle le calibrage a été effectué ou d’'une machine de coulée continue différente,
et déterminer I'extrémité de cratére (4) dans la machine de coulée continue appropriée.

Procédé pour détecter une extrémité de cratére (4) d’un produit de coulée en continu (1), le procédé comprenant
I'étape qui consiste a déterminer, sur la base de la relation entre les extrémités de cratére calculées sur la base de
I'équation de condition de chaleur et les temps de propagation mesurés par le capteur ultrasonore (6, 8), qui est
obtenue par le procédé selon la revendication 2 ou 3, I'extrémité de cratére (4) dans une machine de coulée continue
cible d’aprés un temps de propagation d’un signal ultrasonore mesuré par un capteur d’onde de cisaillement ultra-
sonore (6, 8) ou un capteur d’onde longitudinale ultrasonore (7, 9) installé dans la machine de coulée continue pour
laquelle ladite relation a été obtenue ou dans une machine de coulée continue différente.

Procédé pour détecter une extrémité de cratére (4) d’un produit de coulée en continu (1), le procédé comprenant
les étapes qui consistent a déterminer I'extrémité de cratere (4) du produit coulé (1) par le procédé pour détecter
une extrémité de cratére (4) d’'un produit de coulée en continu (1) selon I'une quelconque des revendications 1 a
5, et ajuster une vitesse de coulée ou une intensité de refroidissement secondaire pour le produit coulé (1) en
conformité avec le résultat de détermination.

Appareil pour détecter une extrémité de cratére (4) d’'un produit de coulée en continu (1), I'appareil comprenant un
capteur d’'onde de cisaillement ultrasonore composé d’un émetteur d’'onde de cisaillement ultrasonore (6) pour
émettre une onde de cisaillement ultrasonore au produit de coulée en continu et d’'un récepteur d’onde de cisaillement
ultrasonore (8) pour recevoir 'onde de cisaillement ultrasonore émise,

caractérisé en ce qu’il comprend une unité de stockage de valeurs de propriétés physiques (15) et une unité
d’équation de condition de chaleur (16), ou I'unité de stockage de valeurs de propriétés physiques (15) est adaptée
pour stocker les valeurs de propriétés physiques utilisées dans le calcul sur la base d’'une équation de condition de
chaleur, ou l'unité d’équation de condition de chaleur est adaptée pour exécuter un calcul sur la base de I'équation
de condition de chaleur en conformité avec des conditions de coulée et les valeurs de propriétés physiques stockées
dans l'unité de stockage de valeurs de propriétés physiques, déterminant ainsi I'extrémité de cratére du produit
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coulé (1),

dans lequel au moment ou I'on confirme, sur la base de variations d’un signal ultrasonore regu par le capteur d’'onde
de cisaillement ultrasonore(6, 8), que la position installée du capteur d’'onde de cisaillement ultrasonore (6, 8) et
I'extrémité de cratére (4) du produit coulé (1) coincident 'une avec 'autre, I'unité d’équation de condition de chaleur
calibre au moins I'une des valeurs des propriétés physiques utilisées dans le calcul sur la base de I'équation de
condition de chaleur de sorte que I'extrémité de cratére (4) obtenue par le calcul sur la base de I'équation de condition
de chaleur coincide avec la position installée du capteur d’'onde de cisaillement ultrasonore (6, 8) et introduit et
stocke la valeur de propriété physique calibrée a I'unité de stockage de valeurs de propriétés physiques (15).

Appareil tel que revendiqué dans la revendication 7, comportant une unité d’estimation d’extrémité de cratére (17)
pour estimer I'extrémité de cratére (4) du produit coulé (1) sur la base d’'une relation entre un signal ultrasonore
recu par le capteur d’onde de cisaillement ultrasonore (6 , 8) et I'extrémité de cratére calculée par I'unité d’équation
de condition de chaleur (16), ou, aprés le calibrage de la valeur de propriété physique, 'unité d’estimation d’extrémité
de cratére (17) obtient une relation entre le signal ultrasonore regu par le capteur d’'onde de cisaillement ultrasonore
(6, 8) et I'extrémité de cratére calculée par I'unité d’équation de condition de chaleur (16), et ou I'extrémité de cratére
(4) est déterminée d’apres un temps de propagation mesuré par le capteur d’onde de cisaillement ultrasonore (6,
8) sur la base de la relation obtenue.

Appareil tel que revendiqué dans la revendication 8, comportant un émetteur d’'onde longitudinale ultrasonore pour
envoyer une onde longitudinale ultrasonore au produit de coulée en continu (1) et un récepteur d’'onde longitudinale
ultrasonore pour recevoir 'onde longitudinale ultrasonore envoyée, ou, aprés le calibrage de la valeur de propriété
physique, l'unité d’estimation d’extrémité de cratére (17) obtient une relation entre un signal ultrasonore regu par
le capteur d’'onde longitudinale ultrasonore et I'extrémité de cratére calculée par I'unité d’équation de condition de
chaleur (16), et ou I'extrémité de cratere (4) est déterminée d’apres un temps de propagation mesuré par le capteur
d’'onde longitudinale ultrasonore (6, 8) sur la base de la relation obtenue.
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FIG. 16
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